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Many of the 1947 automobiles are featuring more stainless-steel exterior trim than 
ever before. Although, in the past, stainless has been used on cars to some extent, 
7 there seems to have been a reluctance on the part of manufacturers to present both chro- 
| mium and stainless-steel finishes on different exterior-trim parts of the same automobile. 
: Now, with new cars in great demand, it appears that the producers have seen fit to give 
the public the mixed finishes. It is reliably reported that at least two of the leading manu- 
facturers will feature stainless steel bumpers on their 1948 models. Perhaps the public 
is ready to accept stainless-steel trim (even though it does discolor and rust) after seeing 
the deterioration of the skimped, war-restricted plating jobs on some 1942 models. 
How many more car makers will turn to stainless in their 1948 offerings? How much 
—— more extensively will stainless be used in other industries in decorative trim? Is not 
the replacement of plated ware by stainless steel a serious challenge to the electro- 
platers? 
a 


Because of the steel shortage, anodized aluminum may also appear in the form of 
automobile hardware. Although electrolytic processes may be used in finishing alu- 
minum alloys, what about electroplating? 


Acquiescent platers may say that the use of stainless steel will undoubtedly throw 
emphasis on electropolishing, which is still an electrolytic process and that therefor 
the electroplating industry has not lost out. Chromium plating (including the base 
coatings of copper and nickel) of automobile bumpers, grilles, louvers, headlights, hub 
caps, grille-guards, etc., is a big business. Competitively, replacement materials have 
entered the field and threaten chromium-plated trim finishes. Platers, what are you 
going to do about it? 


Some of the more important requirements of exterior trim, from one point of 
view, are gleaming brilliance and corrosion resistance both for appearance and wear, 
hardness for practicability, and durability for the time that the car is expected to last 
(years—not 90 days, the extent of a new-car guarantee!) It is unfortunate, but true, 
that the average car owner does not take care of the bright trim on his car in the same 
manner that he attempts to preserve the painted body finish. Cleaning and waxing 
seem to stop at the trim; car owners appear to be of the opinion that the grille, 
bumpers, ete., should stay shiny and in good condition without their exercising any 
protective maintenance. This situation adds problems for the platers and for the users 
of stainless as well. 


Thus we have one of the largest and most important markets for plated ware 
showing favor toward trim materials other than chromium plate. Will thicker nickel- 
base coatings and better process control be sufficient to maintain the position of chro- 
mium finishes in the automotive field? 





ELECTROPLATERS, WHAT WILL BE YOUR RESPONSE 
TO THIS IMMINENT CHALLENGE? 










METAL FINISHING, November, 1947 61 











Modern Mechanical § 


By Martin Manler, Lakewood, Ohio. 


i ous term of “mechanical surface finishing” is simply 
a new name for an operation or a series of fabri- 
cating operations that goes back many years. It is a 
descriptive phrase that covers buffing, polishing, burr- 
ing. grinding, ete. 

The term is one that keeps cropping up in present- 
day technical literature with regularity and is thus 
rapidly gaining more extensive acceptance and recog- 
nition. It arouses interest among finishing executives 
bent upon keeping abreast of all the latest technical 
advances and developments in the highly specialized 
and skilled practices of metal fabrication. Much has 
been said and written in recent years about these 
fabricating procedures, particularly buffing, polishing 
and grinding. This is due, basically, to the significant 
fact that these operations are used on metals and 
non-metallic materials of such great variety and are 
involved in the manufacture of almost every article 
produced by American industry. 

With the demand for production of long-scarce, 
vitally-needed peacetime products now comprising 
industry's order of the day, mechanical surface finish- 
ing occupies a place of major importance in the na- 
tion's manufacturing plants. It plays a_ role as 
significant to this peace era as it was to the war period. 

Finishing departments of many factories are not 
only being expanded and modernized, but they are 
also getting an influx of new, comparatively inex- 
perienced personnel. Since bufling, polishing, grind- 
ing. etc., are key operations in the peace-prosperity 
production program, thousands of such workers are 


being broken into all kinds of mechanical finishing 









An ideal set-up room. Note 
cleanliness, convenience and 
system of layout. 
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tasks. A review of the elementary principles and 
essential practices of these operations will prove 
timely interest and constructive value. 


Polishing and Buffing 


When speaking of polishing, it would be well to 
define the term clearly so that we know exactly what 
we are talking about. There still exists considerabl: 
confusion as to its meaning due to the fact that it is 
often interchanged with buffing. However, a prom 
nent authority gives the following distinction betwee 
them:! 

Polishing is any operation performed with wheels 
having abrasive glued to the working surface. But 
ing is an operation performed with wheels having t! 
abrasive applied loosely. It is not as severe an opera 
tion as ordinary polishing and is commonly used | 
secure extremely fine surfaces having a “grainless 
finish. 

Another, and equally reliable, expert defines polis! 
ing as “that branch of grinding which employs vario' 
types of yielding or cushioned wheels and_flexib! 
belts, the surfaces of which are covered or impregnal 
with some sort of abrasive.”° A polishing operati 
used for the removal of considerable stock, and 
quiring coarse abrasive grain, is known as “flexi! 
grinding.” Various grades of polishing are describ: 
as “roughing.” “dry fining,” “greasing” and “fints 
ing. The degree of finish depends upon t 
standards set up by each plant for their operations. 


Buffing, on the other hand, means the practice 
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ucing a smooth, uniform and lustrous surface by 
means of a revolving flexible buff charged with buff- 
ing compound. It is usually divided into two opera- 
tions called “cutting down” and “‘coloring.”* In cut- 
ting down aluminum, for example, abrasive is applied 
to « sewed muslin wheel from a cake compounded of 
tripoli or other abrasives with a binder which supplies 
the lubricant. Coloring aluminum differs from this 
only in that unstitched muslin wheels are used, and 
the abrasive is finer.° 

[sy means of these mechanical finishing procedures, 
the surface is freed of irregularities or imperfections 
produced during casting or fabrication of the metal, 
such as tool and die marks, parting lines, pits and 
deep scratches, to acquire a smooth, uniform finish o1 
a high luster.*° 

In polishing, surface imperfections are removed by 
means of resilient polishing wheels made of a wide 
of cloth felts and leathers. The 
polishing edge or face of the wheel is coated with 


variety materials, 
animal hide glue or polishing wheel cement and is 
rolled in a pan of abrasive grain. The grit size of the 
abrasive varies from coarse to fine, depending upon 
the condition of the metal surface and the amount of 
stock to be removed. Use of factory-prepared end- 
less-coated abrasive belts is spreading rapidly fot 
many polishing operations previously calling for set-up 
wheels. Production has been increased with attractive 
savings in time, material and labor.* 

For roughing operations, a coarse grit is used. The 
wheels or belts are used dry so that a rapid cutting 
ction is obtained. For the finishing operations, fine 
grit sizes are employed and grease sticks or emery 
paste compounds are applied to the wheel or belt. 
The addition of a lubricant is frequently suggested 
because it produces a smoother, brighter surface and 
prevents loading or glazing of the wheel or belt. It 
prevents the work from overheating. eliminates dis- 
oloration, and greatly increased polishing wheel life. 
Liberal lubrication has been found to be of particular 
importance in the case of aluminum, die-cast metals, 


r other low-melting alloys. 


Polishing Wheels 

There are many types of wheels used for production 
polishing today and their field of use varies widely. 
ach kind has special characteristics which adapt it 

certain classes of work.” The principal materials 
irom which polishing wheels can be made are wood, 
ather, canvas, cotton cloth, felt. paper. walrus ot 
sea-horse hide, sheepskin, impregnated rubber. canvas 
position and wool. Of these. leather and canvas 
re the materials most commonly employed in present- 
Of all the types 


wheels commercially available today. the following 


ty polishing wheel construction.' 


scribes the more important and most widely used 
es: 

Wooden wheels covered with leather to which emery 
some other abrasive is glued are particularly suit- 
le for flat work, especially where good edges o1 
larp corner outlines must be maintained. 


sually the case with such items as cutlery, small arms. 
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rass door plates and name plates. Covered with a 


double coating of leather, the wooden wheel makes a 
first-class finishing wheel. Once universally used, its 
applications are now restricted to the polishing of 
flat surfaces. 

Canvas wheels are usually of two kinds of con- 
struction: glued wheels and hand-sewed wheels. Glued 
wheels. having discs cemented together close to the 
periphery, provide a hard face for rough, coarse, 
work. Both sides of the dise are glued to stiffen the 
canvas. Sewed canvas wheels. more flexible and of 
varying densities, are made by sewing together a 
number of dises into sections, which are then glued 
together into a solid wheel. 

Flexibility of face is obtained by gluing the sec- 
tions part of the way from the center to the periphery. 
Metal side plates to support the canvas discs are 
usually required on unglued wheels in which the dises 
are held together by sewing. 

Muslin wheels are made from sewed buffs glued 
together with the outer edges left open OF olue-free, 
providing an open face of any desired depth. Simi- 
larly, other types of cloth wheels are made by gluing 
together sections of sewed buffs, and are used for 
much the same class of work as the canvas wheels but 
are softer and more flexible. 

Canvas and muslin wheels are used extensively for 
the polishing of brass, cast iron and steel, and have 
proved very satisfactory as well for roughing-out and 
pieces. These two ty pes ol 


dry-fining of irregular 


polishing wheel hold the abrasive well and require 
no washing off: they can be cleaned with a buff stick 
or an abrasive brick. 


W ool-felt 
BY lo to l 1 


wheels. made from dises of woven felt. 


thick. are 


flexible and resilient, but are 






















































































































Automatic polishing line for high production 
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An aluminum stew pan is polished by holding it against a 
rotating felt wheel 


stiffer than the cloth polishing wheels because of the 
thickness of the felt discs. In holding a flatter face, 
they have less tendency to mush or round over on the 
corners. 

Solid-felt wheels are made from a fine grade of 
felt in several qualities, and when abrasive-coated, 
possess a yielding character but have a face that is 
solid and unbroken as differentiated from disc wheels. 
Solid-felt wheels are quite popular for fine finishing 
of steel or iron and certain types of brass and alumi- 
num castings but are not generally used as general 
purpose wheels. 

Walrus leather or sea-horse hide wheels, while ex- 
pensive, are highly valuable for fine finishes. They 
are extensively employed in the small arms, silver 
and jewelry fields with the finer grades of powdered 
abrasives applied by moistening the abrasives and 
forcing them into the pores or fibers of the leather. 
The walrus leather wheel is best known to the general 
polishing trade in the form of “bobs” for internal 
work. 

Bullneck wheels, made of oak tanned bullneck 
leather cut into uniformly thick discs are softer, 
spongier and have a more open grain than those 
made from back leather. The hardness and quality 
of leather wheels can be varied through the use of 
leathers of different thicknesses, with thick discs 
making softer wheels than thin discs. 

Sheepskin wheels, made by cementing or sewing 
together sheepskin discs, are used widely in fine 
finishing of “soft” metals and alloys as_ well 


small brass and stainless steel parts fabricated from 


as 
sheet stock. Cemented wheels are very soft, but sewed 
wheels are even softer. 

The compress wheel, generally made from rectan- 
gular pieces of canvas, leather, felt. paper or other 
materials compressed by two metal side plates at- 
tached to the wheel hub to form a ring or cushion, is 
a suitable type for irregular shaped work. 

This ring or cushion of polishing material may be 
varied in density or flexibility (generally described 
as hard, medium and soft) to suit individual require- 
ments. It may be shaped readily to conform to the 


curvature of the work. This shape can be mainta:jed. 
Widely employed in the cutlery and small too! 


in- 
dustries, the compress wheel has proved an effe: tive 
all-purpose wheel for all kinds of metal wher is 
necessary to hold the shape, corners, and edges o{ the 
polished article. 

Below is given a list of wheels and the types of 


work they are used for:' 

W ood—Steel strip, cutlery, for beveling and ed; 

Canvas—Copper alloys, aluminum, copper and 
alloy castings. steel forgings and pressed steel p 

Vuslin—Cast iron, cast steel, cast copper all 
steel forgings, aluminum die castings, pressed s\ 
parts. 

Felt—Iron, steel, copper and aluminum alloy « 
ings. 

Walrus Hide—Bobs for holloware, finishing of h 
carbon steel strip or sheet. 

Bullneck Leather—Dry and grease fining, cast 


steel forgings, brass castings. 


Compress—Used for all types of work: adaptab 
for all contour polishing. 


Abrasive Grain 


The abrasive grain used for polishing is of basiv 
importance because it is the cutting or abrading 
medium which performs the actual work. Natural 
abrasives were used almost exclusively at one time 
but have been replaced in recent years by artificial 
abrasives of the alumina type. These have proved far 
superior because of their uniformly high, closely 
maintained percentage of crystalline alumina. This 
superiority becomes more apparent in the coarse! 
grains used on operations for the removal of con 
siderable material. Polishing wheel abrasives, as 
with grinding wheels, are designated by number, 
running from 8 to 600.2 Abrasive numbers used for 
roughing ordinarily range from 60 to 80; for di 
fining from 90 to 120; and for finishing from 150 
to one of the “flour” grades (an abrasive finer thai 
No. 200). These numbers represent the number 
meshes per linear inch in the grading sieve. Th 
flours are designated by the letters CF, F, FF, FFI 
FFFF and PCF or SF, ranging from coarse to fine. 


Physical Properties of Abrasives 

Abrasive grain for polishing requires eight atti 
butes: (1) extreme hardness, (2) extreme toughness 
(3) uniform chemical composition, (4)  unifor 
crystal structure, (5) uniform grain size with mini 
mum of oversized and undersized grain, (6) cont 
of grain shapes to give best results under specify 
polishing conditions (the sharp cutting edges must 
retained), (7) high capillarity to allow easy wetti 
with glue solutions, (8) surface treatments to g 
most suitable bonding strength with glue. 

Aluminum oxide abrasive grain manufactured ! 
leading concerns meets these specifications. The ph 
sical characteristics of the grain (surface treatme! 
and shape of grain), are varied according to t 


nature of the polishing operation. For example, 
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roughing operation may require a different type of 
orait’ than a finishing operation on the same metal. 
(gain. different metals may require different grain 
characteristics in all of the polishing steps from 
roughing on through the final operation. 

(){ all the requirements of abrasive for polishing, 
uniformity of particle size is one of the most im- 
portant. Oversized grains scratch and mar the finish: 
Undersized grains fail to do their share of the work. 
{Juminum oxide abrasive made by reputable sup- 
pliers is sized to meet U. S. Department of Commerce 
and polishing specifications of the Abrasive Grain 
Association. 

In the case of quality abrasive, grain shape is defi- 
It is the result of a carefully 
planned, precisely executed series of operations that 


nitely predetermined, 


eliminate the extreme flats and slivers, leaving only 
the solid, sharp grains which stand up under severe 
work. Structural properties are controlled in the 
manufacture and preparation of the grain. Angu- 
larity, or sharpness, is also a feature of premium- 
erade grain. It is a prime factor in producing fast- 
cutting polishing compounds. 

High capillarity of grain is an essential, for it is 
the one property that determines the strength or 
resistance to breakdown of a polishing wheel. Lack- 
ing it, the grain is difficult to wet with glue solutions, 
giving a poor wheel which will wear rapidly. High 
capillarity grains effectively soak up glue and thus 
make stronger wheels. First-class polishing abrasive 
is specially treated to raise its capillarity and so 
handled to maintain this capillarity. As a result, it 
sticks firmly to the wheel until its work is completed. 

lt would be well to point out here that best plant 
practice calls for keeping fresh clean grain in the 
troughs daily. This is accomplished by not allowing 
any to remain in the bottom. Grain capillarity is 
lowered when the grain is permitted to remain too 
long in the bottom of the set-up trough or when con- 
tainers are left open, even though the air may appear 
clean, dry and free from oily or greasy vapors. 


Selection of Proper Size Grain 


Work requiring the removal of very little material 
iy be performed with a single polishing operation. 
Small hand-tools or other parts, which are given a 
line finish but are not plated, require roughing, dry 
ing, greasing and coloring, starting with the coarser 
d finishing with the finer grain.':* 
ln such instances, the abrasive ‘selected for the 
initial step influences the efficiency and economy of 
he final operations and the final finish. If coarse 
in, say No. 36, is used in the first operation, this 
should not be followed by a very fine grain since 
siderable time would be expended in removing the 
» scratches made by the coarse grain. It would 
better to follow No. 36 with No. 60 and then use 
120 grain if a fine finish is required. Still finer 
ins could be subsequently employed if it is neces- 
to produce a high luster. When changing from 
size to the next finer changing the direction of 
strokes, if practical, will expedite scratch removal.? 
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Glue Selection and Application 


Another basic consideration in polishing concerns 
the proper preparation and application of glue. This 
point cannot be stressed and its importance rated too 
heavily. Such polishing room troubles as work of 
sub-standard quality, variable abrasive costs, irregular 
production rates, difficulties in maintaining standard 
piece rates and many other things of this nature are 
frequently traceable to unsatisfactory glue conditions. 

Use of a good grade of animal hide glue is essential. 
It should be mixed by weight only. Never more than 
a three-hour supply should be heated at one time. For 
average polishing room conditions, the following table 
of mixtures will serve as a guide for setting up wheels: 


( ( 


Size of ( 


Grain Glue Water 
24— 36 50 50 
46 54 15 55 
60 70 10 60 
80— 90 35 65 
1O00—120 33 67 
150—180 30 70 
220—240 y bs. 75 


Glue should be soaked so as to dissolve more 
readily on heating. Cold, clean water should be used, 
with ground glue soaked from one to three hours, 
flake glue for six to eight hours. and cake elue for 12 
hours or more. The glue should be melted in a 
water-jacketed heater. When the wheels and grain are 
preheated, the glue is applied at a temperature of 
140° F. With wheels and grain at room temperature, 
glue is used at 160° F. A thermometer should be kept 
in the gluepot as a constant check on temperature, 
even though the pot is regulated by a thermostat. All 
equipment used should be kept in a clean condition. 

Other tips which plant experience indicates prove 
helpful in handling and preparing glue are: 





Application of belt polishing technique. 




























Contour polishing with backstand equipment 


Store glue in a dry, cool place. 

Measure glue and water by weight. 

While soaking, glue should be completely covered 
with water. 

Use aluminum glue pots. 

Keep glue pots covered, 

Remove any scum that accumulates. 

Stir glue while melting. 

Never boil or cook clue. 

Remember that bacteria spoil evlue. 

Use glue while fresh, preferably within four hours 
after heating. 

Throw out any glue left exposed at night. 

Glue from the day before mixed with fresh glue 
weakens the mixture 50 percent. 

Seald pots and brushes every night. 

Keep brushes not in use in a weak solution of 
carbolic acid. 

Remove dead glue from floor, benches, tools, o1 
whatever present. 

Coarse grain requires thick glue while fine grain 
requires thin glue. For fine grain dilute the 
glue from the original mixture, according to 
“thinness” required. 

Provide oven or preheating room for heating 
wheels before gluing up. 

Heat wheels and abrasives to at least 120° F. 

Allow plenty of time for glue to set: it does not 
attain its maximum strength in less than 48 
hours. 


Polishing Wheel Cements 
The use of cements to set up polishing wheels has 
increased substantially in recent years, so that in 
many cases it has been a battle of animal hide glue 
vs. cement, with considerable grounds for dispute as 


to the relative superiority. In all fairness to cement 





manufacturers, their side of the story bea: 
telling. 
One leading polishing wheel cement produ 


as 
serts that cement-prepared wheels will produce jore 
work and last from two to six times as long as els 
set up with animal hide glue. The frictiona| jyeqy 
created during polishing wheel operations <.\\ens 
glue coatings, allowing the abrasive grain to be torn 
loose from the wheel face before it can perforn 
utmost efficiently. The cement bond is claimed to |y 
unaffected by this frictional heat, and therefor it 
softened by it. The abrasive grain is said to be ly 


anchored to the surface, permitting it to cut and 
break down in size until completely consumed. Othe; 
advantages claimed for such a cement are: smalley 
wheel inventories, more work produced from each 
set-up wheel, fewer coats needed, and quicker returi 
of wheels to service. A quality wheel cement report. 
edly air-dries overnight. The drying time can |» 
reduced to a matter of a few hours by force-drying 
in an oven at temperatures from 150° F. to 200° Fy 

One authority says that the general practices today 
speak for themselves. For rough work from 36 to 
100 abrasive, the cement operates more economically 
and with better results, but, from 120 to the F grades 
of abrasive, the glue gives better finishes. To use 
both in a job shop may not be satisfactory unless there 
is a considerable amount of rough work. The large 
plant has found that it pays where the coarser abra- 
sives are used.” 


(To be concluded next month) 
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Electroplating on Aluminum 


(Preparation by Zinc Immersion Process) 


By Myron B. Diggin, Technical Director, Hanson-Van Winkle-Munning Company, Matawan, N. J. 


1E zinc immersion process for the preparation of 

aluminum for plating has been used to a limited 
extent for many years; in fact, some improvement 
patents on this process are old enough to have ex- 
pired. This method is applicable to both wrought 
and cast aluminum alloys. It appears to be less critical 
than the oxalic or phosphoric anodize methods: 
furthermore, it does not interpose an electrically re- 
sistant layer between the aluminum base and subse- 
quently applied deposits. 


Surface Preparation Cycle 

\fter the aluminum to be plated is suitably cleaned, 
it is immersed in a solution of sodium hydroxide and 
zinc oxide (the interaction of the chemicals forming 
sodium zincate.) In this solution a thin surface layer 
of aluminum is replaced by zinc from the solution. 
\ very adherent and continuous deposit of zinc is 
formed to a thickness of about 0.0000025 inch. 

After the thin zinc film is formed, the articles are 
first given a strike in a Rochelle copper solution 
operated at 105° F. + 50 with the pH adjusted to 
9.6. They are then plated in either a Rochelle copper 
solution operated under standard conditions or in a 
bright copper bath such as the amine copper solution. 
lhe amine bath is well-suited to this application be- 
cause the normal operating pH is around 9.5. Other 
metals may be deposited over the copper coating. 

lhe Aluminum Company of America in its publi- 
ation “Electroplating on Aluminum and its Alloys” 
suggests the following sequence of operations for (1) 
Wrought Alloys, (11) Cast ANoys, (IIT) High Silicon 
casting alloys (Alcoa No. 13) 

|. Wrought alloys 

l. Clean 
If articles are heavily oiled, the use of an 


organic solvent vapor degreaser is recom- 


mended. 
cleaned by immersion in an inhibited alka- 
line cleaner. 


~~ 


2. Water rinse 

3. Chromic acid-sulphuric acid pickle 

Chromic acid—5 oz./gal. 

Sulphuric acid—24 oz./gal. (0.1 gal. 66 
Be H,SO, per gal.) 
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After degreasing, the parts are 


Time 1-5 minutes 
Temp.—150° F. 
Tank —Lead lined. exhaust casings 


1. Water rinse 
Nitric acid dip, cone. commercial 


uw 


Time 10-15 see. 
Temp.—Room 
Tank —Steel lined with 18-8 columbium 
bearing stainless steel, exhaust 
casings 
6. Water rinse 
Zinc immersion treatment 


Zine oxide*—13.4 0z./gal. 
Caustic soda—-70.4 oz./gal. 
Time —2-5 minutes 
Temp.—Room (75-100° F.) 
Tank —Steel 
8. Water rinse 
9, Water rinse 
10. Electroplate 
Il. Cast alloys 
1. Vapor degrease and/or use inhibited alka- 
line cleaner 
2. Water rinse 
3. Nitric acid dip, conc. commercial 





(Courtesy E. A. Vermere, Los Ang Calif 
Figure 1. Plating aluminum products in a California high pro- 
duction plating plant. 


67 





IIT. 


Figure 2. Aluminum parts immersed in caustic 
prior to zincate treatment. 


| 


Time 


10-15 see. 


exhaust 


seamless 


8-8 columbium 


exhaust 


w 


Temp. Room 
Tank Steel lined with 18-8 columbium 
bearing stainless steel, 
casings 
|. Water rinse 
» Caustic soda dip 
Caustic soda—6.7 0z./ga 
Time 10 see. 
Ti mp. La” te. 
Tank Steel, exhaust casings. 
steel coils 
6. Water rinse 
i. Nitric acid-hydrofluorie acid dip 
Conc. Commercial HNO 3 parts 
Commercial HF 48°¢—1 part 
Time 3° Bec. 
Temp.—-Room 
Tank Steel with special carbon brick 
linings, exhaust casings 
&. Water rinse 
9. Nitric acid dip, cone. commercial 
Time 10-15 see. 
Temp. Room 
Tank Steel lined with 18 
bearing stainless steel, 
casings 
0. Water rinse 
|. Zinc immersion treatment 
Zine oxide—-13.4 0z./gal. 
Caustic soda—70.4 0z./gal. 
Time 2-5 minutes 
Temp. Room (75-L00° F.) 
Tank Steel 
2. Water rinse 
3. Water rinse 
lL. Electroplate 
High Silicon casting alloys (Alcoa No. 
1. Clean 
Same as previous cycles 
2. Water rinse 
3. Chromic acid-sulphuric acid pickle 


Chromic acid 


5 oz./gal. 



















cleaning solution 


Sulphuric acid—24 0z./gal. 


Be H,SO, per gal.) 








Lead lined, exhaust casi: 


Time 1-5 min. 
Temp.—150° F. 
Tank 

Water rinse 


Nitric acid-hydrofluoric acid dip 
Cone. commercial HNO 


Commercial HF 484 


3 parts 
| part 


Steel with special carbo 


Time 3-5 sec. 
Temp.—Room 
Tank 
lining, 
Water rinse 


Chromic acid-sulphuric acid pickle 
Chromic 


Sulphuric acid 


Be H.S¢ 
Time 


Temp. 


Tank 


(¢ 


acid 


), per gal.) 
lL min. 
150° F. 


Lead lined. exhaust casings 


ourtesy Philip Sievering 


5 oz./gal. 


24 oz./gal. 


exhaust casings 





| 


Od 





Figure 3. Nickel plating tank in foreground, aluminum treatment 
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10. 
Il. 


For subsequent nickel and chromium deposits 
is necessary to first copper plate aluminum prepa 
in the manner outlined above. 
a strike in a Rochelle copper solution operate 
5 with the pH adjusted to 9.6. They 
then plated in either a Rochelle copper solution 
i the al 
he 


immediately upon entrance of work into the co 


LO5 


ated 


copper 





METAL 


under 


tank in rear. 


Water rinse 


Zinc immersion treatment 
13.4 oz./gal. 
70.4. 0z./gal. 


Zine oxide 


Caustic 
Time 


Temp. 


Tank 


soda 
2-5 min. 
Room 
Steel 


Water rinse 


Water rinse 


solution. 





Electre yplate 


standard 


Copper Plating 


Electrical 
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The articles are 2! 
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Fgure 4. Plated articles of aluminum basis metal ready for 
rinsing. 


ith. For the first few minutes. double the normal 


irrent d 


ensity is applied to effect rapid coverage, 


fter which the current density is reduced to normal. 


Vicke!l Plating 
The copper coating applied to aluminum should 
be at least 0.00005 inches, and preferably 0.0001 
inch thick before transferring to the nickel plating 
bath. Bright nickel and cobalt nickel processes are 


excellent for this purpose. 


Cadmium or Zine 


For wrought alloys: Follow the procedure given 
for the preparation of wrought alloys for plating 
iven above, through step No. 6, then zine plate in 
standard cyanide zine solution operated at room 

uperature (75-100° F.). For zine as the final 
finish continue from step No. 6 as follows: 

ia. Strike for 5 minutes in evanide zine solution 

at 3-5 amperes per sq. {t. 
Sa. Continue plating to desired deposit thickness 
under normal operating conditions. 
For cadmium as the final finish. proceed as follows: 


7b. Strike for 5 minutes in standard cyanide zinc 
solution for 5 minutes at 3-5 amperes per 
sq. ft. 
Sb. Water rinse. 
9b. Cadmium plate in standard solution under 
normal operating conditions. 
kor cast alloys: Follow procedure given above for 
cast alloys through step No. 8, then continue with 
modifications as outlined above for wrought alloys. 


Brass 
Brass deposits may be applied directly from a 
-tandard plating bath. For surfaces that are difficult 
to cover, a strike in the low pH, low temperature 
Rochelle solution may be desirable. The Aluminum 
Company of America suggests the use of brass as a 
strike prior to plating alloys with a substantial mag- 
nesium content such as 56S, 214 and 218. ete. 


Silver 

Silver can be deposited upon the zinc immersion 
surface by using a “first strike” followed by the 
usual “strike” and then silver plated in a standard 
silver cyanide solution. Formulas for these solutions 
are given on pages 296 and 297 in “Modern Elec- 
troplating” published by The Electrochemical So- 
cietv, 1942. 


Chromium 


Chromium may be deposited directly upon the 
zinc immersion film by applying the initial deposit 
from a standard chromium solution operated at a 
temperature of 65-70° F.. and then transferring the 
work to a solution operated at 130° F. The deposits 
are not bright but can be buffed to a high luster. For 
decorative plating. it is better to apply copper and 
nickel as an undercoating for chromium. 


Notes 


|. This step may be omitted except where the acid etch has 


become highly contaminated with copper. producing an 
immersion film of copper on the surface of the aluminum 
2. For plating on copper bearing alloys, wrought or cast, 


use 47.5 oz. gal. of zine sulphate (ZnSO, 7H-O) in place 
of zine oxide. 
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Loading shells on conveyor in automatic plating setup. 


Introductory Survey of Electroplating 


By Rick Mansell, Los Angeles, California 


LECTROPLATING is a process in which thin 

layers of metallic coatings are deposited electro- 
lytically on objects. The coating is applied to assist 
the corrosion resistance of the metal; or it may be 
applied for decorative purposes, to make the article 
more attractive to the eye. This process of electro- 
plating will permit the use of relatively cheap metals 
from which the article may be fabricated and then 
later on coated with a more expensive metal. In 
certain cases, articles which are worn or damaged 
are electroplated with thick layers of metal which are 
built up on these pieces. Again, objects such as 
gages are first manufactured and then plated to ob- 
tain the final dimensions; the coating used being a 
harder and more resistant material than the main 
body of the article (chromium is commonly used for 


this purpose ). The largest part of the commercial 


plating is applied to iron and steel: but there is 
extensive application to such metals as copper, brass. 


zinc, and aluminum. 


Basic Principles 


The metal to be deposited is dissolved from an 
anode of the material: this is immersed in an elec- 
lrolvte: the electrolyte contains ions of the metal: 


these ions are discharged on the object being plated. 


which has been made the cathode. In other cases 





an insoluble anode is used, and the coating metal is 
obtained from ions provided by a salt of the meta 
added to the plating bath. Whenever soluble anodes 
are used as in the first ease, then the electrochemi 


action at the cathode is the reverse of that occurring 
at the anode. 

lhe voltage applied to the terminals of the bath 
used to overcome the ohmic resistance of the anodes 
the cathodes, the connectors, the external circuit 


the various contact resistances, the resistance of | 
hath itself, the resistance encountered by films adj 
cent to the anode and cathode, the concentrati 
polarization at these points, the polarizations 
the metal deposition, and the difference between 
anodic solution potential and the cathodic depositi: 
potential of the metallic ion used. When insolu! 
anodes are used, oxygen may be evolved and _ t! 
anodic solution potential is eliminated, in this cas 
the overvoltage of oxygen as well as the decom). 
tion voltage of the electrolyte become important 
tors. Generally speaking the terminal voltage 
plating tank is low: the generators are built to su 
either 6 or 12 volts high amperage current. 

In electroplating. a fine grained tenacious. stro 
adherent. bright or readily polishable layer o! 
posited crystals is necessary: however there are 
other classes of industrial deposition which 


different requirements for the condition of the cat! 
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luct. In electro-refining, large coarse grained 
adherent deposits of high purity are required; 
se must be sufficiently strong to withstand the or- 
iry handling which precedes the usual melting 
casting into shapes for further working. In the 
duction of metal powders in the electrolytic cell 
trolled grain size of the product is needed, but 
e poor adherence to the cathode is the important 
tor. In refining and metal powder production the 
st of the electrical power is important, but in the 
wess of electroplating the quality of the plating is 
re important than the efficient utilization of elec- 
cal energy. Thus while in the plating of metals 
is desirable to have high current and energy eff- 
encies yet these are often sacrificed without upset- 
ling the economic phases of the operation. 
In order to deposit one metal on another in a smooth 
firmly adherent layer it is necessary that the surface 


o be covered be perfectly clean and the electrodeposi- 
tion effected under correctly determined operating 
conditions. The character of the deposited metal will 
depend on a number of factors, among these are 
the type of dissolved salt from which the metal is 
deposited: the strength of the solution; the tempera 
ture of the solution; the current density on the cath 
ide; and finally the thickness of deposit that is built 
up. The total plating operation consists of: first. 
the cleaning and smoothing of the surface to be 
plated: second, the actual electrodeposition of the 
netal: third, the final polishing. After plating and 
drying, the objects may be polished with mild abra- 
sives such as tripoli or rouge on a high speed wheel. 

The two laws which govern the process of elec- 
troplating were established by Michael Faraday. The 
first is that the mass of a substance liberated or de- 
posited by an electric current is proportional to the 
current and to the time it exists. The second is 
that when the same strength of current is sent through 
different electrolytes, the masses of the different sub 
stances deposited or set free in the same length of time 
are proportional to their respective chemical equiva 


lents. 


Closeup of shells on 

conveyor of auto- 

matic electroplating 
machine. 


Function of Coatings 

The noble metals such as platinum and gold are 
used as coatings which retain their color and luste: 
under adverse conditions; they share this property 
to a lesser extent with less noble but passive metals 
such as nickel and chromium. While a coating of 
silver will resist oxidation. it is readily tarnished by 
sulphur compounds. Copper itself is tarnished both by 
oxygen and sulphur, however, it is used as a plating 
to protect certain parts of steel articles from absorb- 
ing carbon during the process of case hardening. 
(nother example of the use of a metal plating to protect 
a base metal against a specified chemical reaction is 
the use of silver coatings to protect steel against 
oxidation during the heat treatment of steel in labora 
tory experiments. Again, nickel plated steel is used 
in alkaline storage batteries and oxygen-hydrogen 
cells; also nickel and chromium coatings are used in 
the manufacture of films and plastics because these 
metals resist many organic compounds. 

Quite often it is desired to protect a base metal 
against wear caused by abrasion; in this case a coating 
is needed which is tougher and harder than the base 
metal itself. Chromium meets these requirements 
more nearly than any other single plating metal and 
so is extensively used for wear resistance on gages 
dies, molds. and printing plates. Another use for 
plating which was pointed out previously is the build 
ing 


~ 


ing up of worn parts. The three common metals 


up of parts that are made undersize or the build 


used for this are iron. nickel, and chromium. Iron is 
the cheapest and can be subsequently case hardened. 
Nickel is most easily applied, while chromium is 
used when greater wear resistance is required. In 
this particular paragraph we have summarized some 
of the miscellaneous uses of plating. We shall now 
consider the major use. namely that of protecting 


hase metals from corrosion. 


Corrosion Protection 


Zine and cadmium furnish prolonged protection t 


steel in marine atmospheres but are rapidly attacked 














in industrial locations where sulphur compounds are 
present: under these sulphurous conditions it is 
found that zine coated parts last longer than cadmium 
coatings of the same thickness. For either zine or 
cadmium the protection is practically proportional 
to the thickness of the coating. It has been estab- 
lished that electroplated zinc coatings furnish about 
the same protection as zinc coatings that are produced 
by the hot dipping process or by Sherardizing. Zinc 
and cadmium coatings are less resistant to initial 
corrosion than iron and steel; we compare this 
with the coatings of copper, nickel, tin, lead, chro- 
mium, silver and gold, which are all more resistant 
to initial attack than iron and steel. Yet these 
latter coatings will furnish complete protection only 
if they are impervious, for if there are any pores or 
pinholes present, then the corrosion of steel at these 
points is usually accelerated. Compare this with 
zinc and cadmium coatings which sacrifice themselves 
to protect the base steel. 

To protect steel against corrosion, nickel is com- 
monly used, while a preliminary coating of copper is 
frequently applied (this copper may be more cheaply 
polished than the underlying steel or the superimposed 
nickel). 


crease the tarnish resistance. Tin and silver coat- 


Thin layers of chromium are used to in- 


ings are used largely because of their resistance to 
food and beverages. Lead is generally used for 
resistance to sulphuric acid. All the plated metals 
applied commercially to zinc and aluminum are more 
noble than these base metals and must therefore be 
thick enough to be nearly impervious to furnish good 
protection against corrosion; otherwise we run the 
danger of galvanic couples being formed with the 
base metal being sacrificed. Nickel coatings on zine or 
aluminum, are usually of the same thickness as those 
used upon steel but on copper or brass thinner coat- 
ings are usually adequate. 

As a general rule, a guide as to the ability of a 
metal to protect other metals against corrosion is 
obtained by a study of the electrochemical series of 
equilibrium potential; but we do have to bear in 
mind the existence of certain practical exceptions. 


Thus, although the potential of cadmium is less nega- 
tive (more noble) than that of iron, it is found that a 
cadmium coating does protect iron that is exposed 





































Work being loaded into cleaner tank of 4,000 gallon capacity, 
the loaded rack carrying 2,000 square feet of surface. 








through small pin holes or pores. On the other hod. 


under equilibrium conditions, chromium is 
negative (less noble) than iron; but because 
mium becomes passive in the air, it accelerates 
corrosion of iron exposed through the pin holes 


Electroplating Factors 

The important factors in the success of electroplat 
such as the appearance, the adhesion, the poros 
and the protective value will depend on the | 
metal itself, the surface preparation, and the conditi 
of electrodeposition. As far as the nature of the be 
metal is concerned we have considerations of | 
surface conditions, the degree and nature of the poli: 
ing processes and the presence of pores, cracks 
inclusions. As far as surface preparation is « 
cerned it is very necessary to have a chemically clea 
surface to secure good adhesion of the deposits. | 
the various cleaning processes we remove grease and 
foreign particles. Steel surfaces are usually pickled 
Non-ferrous surfaces are usually immersed in special 
compounds to remove oxides and other compounds 
which may include absorbed alkali; in some cases 
they are immersed in compounds used to etch th 
surface. 


ing and rolling. 


Among other processes used are sandblast 


An important factor in the conditions of electrod: 
position is the composition of the baths: the maj: 
constituents are kept constant to about plus or minus 
5% of the amounts present. The permissible conten: 
of each impurity is determined by the past experi 
ence. The acidity or the pH is controlled in al 
except the very acid or alkaline solutions. Thi 
temperature of the bath is controlled within specific 
limits (these limits are narrower for chromium tha: 
for other plating baths). The average current dens 
ity is kept within the desired limits for the sake 
uniformity of thickness and the general quality 
the coatings. 

In many baths the agitation permits an increase 
current density; in some cases a stronger system 
agitation than that supplied by oscillating rods 
continuous conveyor operations is supplied by air 
by rotating electrodes. The anodes must be of such 
a composition and structure as to maintain the metal 
concentration: this means that the anode efficien: 
should be nearly the same as the cathode efficien 
In the case of chromium plating, and a few oth: 
when insoluble anodes are used, the metal content 
maintained by regular replenishment. 


Coating Properties 

The porosity of coatings is determined by the sa 
spray test. Poor adherence of the coating is detect 
by deforming of specimens; by bending, twisti: 
The har 
ness of each plated metal varies over a wide rat 
depending on the conditions of deposition; it 
found that electrodeposited nickel and iron may va 
in Brinell hardness number from 150 to 400, w! 
that of chromium will vary from about 500 to % 
The luster and the reflective power of the deposits 


hammering, extruding, or by stretching. 
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tant. the brightness being expressed on a plane 
sur ace as the ratio of the specular reflection (in 
h the angle of reflection is equal to the angle of 
ence, say 45 degrees) to the diffuse reflection 
reflection at all other angles). For protection 
st special industrial conditions, definite types 
celerated cycles are devised. 


he average thickness of coatings is measured by 
stripping or dissolving the coating from a measured 

1 and determining its amount by the loss in 

cht or by chemical analysis of the resultant solu- 
tion. The minimum thickness at any point is meas- 

| by.a microscopic examination of a suitable cross 
section.or by other methods which depend on the 
rate of ¢hemical reaction; for example the Preece test 
for zinc coatings; the spot test with concentrated 
hydrochloric acid for chromium coatings; the drop- 
ping test for zinc and cadmium coatings; and the jet 
test for nickel coatings. The actual distribution of 
the coating depends on the throwing power of the 
solution (this will be referred to later on in this arti- 
cle) and upon the shape of the article and its position 
with respect to the anodes and the racks. 


Bath Characteristics 
In the plating bath we have present the salt or acid 
If this salt 
is not sufficiently conductive, it is necessary that an 


ontaining the metallic ion or radical. 


additional compound be added whose specific func- 
tion will be to increase this conductivity. Usually the 
metallic ion, salt, or acid prevents the passivity of 
the anode, but if its action is not sufficiently effective, 
i compound is added to increase the anode corrosion. 
\gain, addition agents are employed in small amounts 
to alter the crystalline nature of the product deposited. 
\lso, if it is required that the bath be operated onl) 
within a narrow range of acidity, then a buffer is 
dded to maintain the proper pH of the solution. 
Compounds may be added to the plating bath which 
‘ulfill one or more of these functions. To illustrate 
these points we refer to the common nickel plating 


f 


ution: this will have the metallic ion in the form 
nickel sulphate. NiSO,-7H,O; to increase the con- 
uctivity ammonium chloride, NH,Cl, or ammonium 
sulphate, (NH,).SO,, is added; to assist the anode 
rrosion, nickel chloride, NiCl,-6H,O, is added: 
id finally boric acid, H;BO,, is added to act as a 
iffer and maintain the pH of the solution. When 
consider the tin plating bath, we find the tin salt 
rnished by sodium stannate, Na,SnO,: then caustic 
ida NaOH is present to assist the conductivity and 
so the anode corrosion; and then we have addi- 
n agents present such as glucose or other organic 
terials to improve the deposit. 


Plating baths are classified in a number of ways; 
example there are the sulphate baths, cyanide, 
loride, perchlorate and phosphate baths depending 
the type of metal salts from which the metals are 
posited. In most cases a metal anode is the source 
the plating metal. These anodes may be commer- 
lly pure or they may be specifically modified so 
to produce certain desirable characteristics in the 
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Large parts being removed from a cleaner tank. Note soapy 
foam on work; this must be rinsed off prior to plating 


cathode deposit. In a number of cases the electro 
lytic constituents are the source and reservoir of the 
ions of the cathode deposit and the anodes used are 
of the insoluble type. In a number of other cases a 
combination of an active anode and an insoluble anode 
is found expedient; an example of this is the cadmium 
evanide baths where both cadmium which dissolves 
and forms the Cd ions, and steel which is insoluble. 
are employed as anodes. This arrangement is made 
so as to balance the solution of the anode and the 
deposition at the cathode, which in the absence ot 
the steel occurs at different rates. 


In order to lower the resistance of the electrolyt 
we add salts. acids, or bases to it. When we add sul- 
phuric acid to a copper sulphate solution, an increas 
in the conductivity of the solution results; the effect 
of this is far greater than the decrease in the concen 
tration of the copper ions brought about by what is 
known as the “common ion” effect (the sulphate SO, 
radical being the common ion). An increase in cur 
rent density causes an increase in the output of the 
bath but in most electroplating operations the operat 
ing range is controlled by the character of the deposit 
which is the all important factor. 


The term throwing power refers to that particulat 
property of a solution which enables it to throw a 
relatively uniform distribution of metal on a cathode 
of an irregular shape. The distribution of metal on 
a cathode is determined by the secondary current 
distribution and by the cathode current efficiency. It 
is possible to calculate the throwing power mathe- 
matically by a computation of the cathode singl 
potentials. the conductivity of the solution and_ the 


current efficiencies. It has been found that most cor 
ducting salts and compounds which tend to inereas 
the cathode polarization also tends to improve th 
When the distribution is uniforn 


the bath is said to have good throwing power. 


throwing power. 


An increase in temperature usually increases the 
conductivity of the electrolyte: it also produces n 
increase in diffusion rates in the chemical solution at 
the anode. and a re-solution at the cathode: but the 
overall effect is a decrease in polarization and a low 
ering of the cell voltage. The lowering of the re 


sistance of the electrolyte causes a lessened current 














concentration at protruding points on the cathode 
so that the irregularities will develop less rapidly. 
\gain the increase in temperature will promote hy- 
drogen evolution and will promote the precipitation 
of contaminating salts; both these factors affect in a 
detrimental fashion the character of the deposit. 

The metal ion concentration is affected by the 
molal concentration of the salts. The physical chem- 
ist usually finds it convenient to express concentration 
in moles per liter; the designation mole meaning 
molecular weight in grams. A solution containing 
36.40 grams of hydrochloric acid per liter is called 
therefore a molar solution. This designation is also 
applied to ions in solution; thus a solution is said to 
be molar in hydrogen ions if it contains 1.008 grams 
of H per liter. A molal solution is one containing 
one mole in 1000 grams of solvent. This distinction 
between a molar and a molal solution is emphasized 
by some and disregarded by other chemists. It is 
introduced here to remind the reader of some of the 
terms used in electrochemical considerations. The 
metal ion concentration depends on the ionization of 
the salts and the temperature; it is affected by the 
presence or absence of common ions or of other 
bath constituents with which complex ions may be 
formed. With very low molal concentrations we may 
obtain powdery deposits even at low current densities. 
Among the complex ions, those of the double cyanides 
are favored for the plating of metals such as silver, 
copper, cadmium, zinc, and brass. 

The character and appearance of the deposit as well 
as the current efficiency is markedly affected by the 
pH of the electrolyte from which the metal is depos- 
ited. It is common to express the acidity of a solu- 
tion in terms of the so-called hydrogen exponent pH: 
this is the value of log 1/c where ¢ is the concentration 
of hydrogen ions in moles per liter. Thus a con- 
centration of 10 to the minus 5 moles of hydrogen 
ions per liter is expressed briefly by saying the pH 
is 5. It is very easy to tell when the hydrogen ion 
concentration corresponds approximately to a pH of 
5, because methyl red indicator in dilute solution 
changes from red to yellow at this point. In the 
electroplating of nickel a buffer such as boric acid 
is added to maintain the pH at a desired point of 5.3. 
\s an example of the influence of pH values we note 
particularly that in the plating of nickel the oper- 
ating conditions are different if the process is carried 
on near the neutral point as compared when it is 
carried on at low pH values under the conditions of 
relatively greater acidity. In the case of iron de- 
position the acidity of the bath may be of such a 
high order that there will be an actual chemical dis- 
solution of the deposit at a rate exceeding that of 
electrolytic deposition. 

An important factor to consider is the anodic metal 
solution; this anodic solution of a metal in an elec- 
trolyte of its own ions takes place almost reversibly 
with the development of some concentration polariza- 
tion in the films adjacent to the anode. The formation 
of these anode films and the production of passivity 
are factors which increase this polarization which is 
necessary for the continuance of the solution of the 











anode. Thus we find that anode corroding a 
are added. Chlorides are very effective in this resect 
and they are used in nickel plating and nickel refi 
operations to overcome the tendency of the 
towards passivity. 

From the preceding notes it can readily be inferred 
that the characteristics of the deposited metal 
depend a great deal on the character of the elect 
lyte, the pH of the solution, the metal ion con 
tration, and the anodic and cathodic current densi: 
The quality of the deposit can be improved by adding 
to the electrolyte a wide range of colloidal substances 
organic products of high molecular weight have bee) 
found to give smoother and finer grained deposits. 


Again it is found that metal ion additions affect th; 
character of deposits: these are referred to as bright 
eners—examples are the addition of nickel, cobalt 0: 
copper salts to cadmium electrolytes. 


Solution Components 


The electrolyte itself with particular reference t. 
the ions present affect the character of the cathodicall) 
deposited metal over a wide range (electrodeposited 
metals all show a crystalline structure upon X-ray 
examination). Silver when deposited from. silvei 
nitrate forms readily visible crystals which are ver) 
large. Tin deposited from a solution of stannous 
chloride will form long needles which may rapidl) 
bridge from anode to cathode. The deposits of lead 
from a chloride or acetate solution are markedly 
different from those produced when a chlorate or a 
Nickel from a_ sulphate 
bath may give hard deposits which may ultimately lb 
polished but from a napthalene sulphonate bath w: 
get bright deposits which need little polishing. 


perchlorate is the anion. 


Plating baths are always operated within defi 
nite current density ranges beyond which. on both 
sides of the range, poorer types of deposits are ob 
tained. Plating baths having low ionic metal con 
centration are used for the production of fine grained 
or the so called amphorous deposits; these are readily 
polishable. Such low ionic concentrations are pro 
duced not by using dilute solutions but either by the 
use of those salts which show a low ionization or by 
salts whose ionization has been depressed by th 
addition of another salt having a common ion. A! 
ternatively we can produce the required low ioni 
concentration by the employment of compounds whic! 
produce the metallic ion not by a primary ionizatio: 
but by a secondary ionization. Examples of con 
pounds producing low ionic concentration are th 
double salts, such as nickel ammonium sulphate an 


the complex compounds such as the double cyanid: 


The water used to make up the plating solutio 
should be clean and pure; usually the water supply 
modern cities is sufficiently pure for the purpose, 
it is suggested that this always be checked to ta) 
care of some abnormal situation. The chemicals us 
should be of a fairly high grade of purity. 


(To be concluded next month) 
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Pre-Treatment for Barrel Plating 


By Mario Mazzone and Floyd McKnight 


\ THE opening years of the century, plating barrels 
became an accepted part of the electroplater’s equip- 
ment. They quickly proved advantageous for the 
plating of a variety of small pieces—-buckles, clips. 
hooks and eyes, small cycle fittings. safety pins, tie 
clasps, suspender parts and other items. The revolving 
barrel technique saved the labor of wiring and racking 
up the pieces one by one, as it is done in still tank 
electroplating. And the new method quickly proved 
adaptable, too, to practically all types of plating 
solutions. 
\s is usually true of new developments. perfection 
is not immediate. The first models were cumber- 


‘ 


me. Because they were almost entirely of wood, they 
vere heavy. Frequently they offered great resistance 
current. Effecting the necessary deposit of nickel 


equired from four to seven hours, depending upon 
e thickness of coating desired and upon other special 
nditions. 
bv October, 1915. the literature contained reference 
an apparatus which would make electroplating 
iolly automatic. The apparatus consisted of an 
itomatic plating barrel” for treating material such 
nails, screws, rivets, washers. stampings and the 
in bulk. 
tomatic cleaning and drying apparatus provided. 
s equipment would clean, plate, wash, dry and 
charge the materials being plated without handling 


When used in conjunction with the 
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from the time the pieces were placed in the barre! 
until the pieces were delivered. The entire equip 
ment consisted of a plating barrel suspended on top 
of a tank, as well as a separate revolving drum for 
cleaning, with sections for draining and drying. 
Barrel construction was of celluloid, non-absorbing 
and of high tensile strength. No moving parts, ex 
cept the barrel itself, were immersed in the solution. 
because the barrel was suspended on top of the tank 
Until that time the entire driving mechanism had 
gone into the solution. The new method provided 
a quicker and more even coating of a greater su 
face and one operator could tend three or four bar- 
rels simultaneously because of the 30 to 60-minute 
time cycle of coating. When a load of plated pieces 
passed on to the cleaning drum. the plating barrel 
could be quickly reloaded; then, by the handling of 
a single control. the first batch could be started on 
their way through the cleaning drum and a second 
hatch in the plating barrel. 

Since 1915 several producers have interested them 
selves in manufacturing barrel plating equipment. 
Operation of a barrel is usually less expensive than 
regular tank plating because of the volume involved 
vet for purposes of coating small pieces and certain 
types of shapes, the technique is vastly superior to 
any other. Of course, when a plant has installed th 


equipment, it now and then will use the barrels 
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even jor larger pieces, depending on their shape. 
Many companies installed barrel plating equipment 
which proved outstandingly valuable for the output 
of ball bearings during World. War II. By no other 
means can bearings be so uniformly coated. 

\ present large user of the barrel plating method is 
a prominent manufacturer* of toy and model rail- 
road Between 80 and 90 
per cent of all the electroplating done in this plant is 
performed in revolving barrels and an account of 
what occurs in the plating department to add lustre, 
brilliance and realism to its toy cars and locomo- 


trains and accessories. 


tives will perhaps serve to present a good over-all 
picture of the development of the art and_ science 
of barrel plating in more recent times. 

The judgment of the man in charge of the metal 
finishing department and the plating foreman be- 
comes highly important for the selection of the proper 
procedure in each separate case, for the preparation 
of the surface of the article to be plated as well as 
for plating itself. This judgment must be based on 
sound economic and scientific principles. A variety 
of metals and alloys must be processed to provide a 
far greater variety of individual small parts for the 
finished tracks and other 


trains and locomotives. 


accessories. 


The foreman must learn to give the parts a minute 
physical inspection as soon as they are brought to the 
plating room prior to electroplating. On the basis 
of this inspection he must decide which parts are 
appropriate for barrel-plating and which operations 
are essential to produce the results desired in each 
instance. 

He bases his decisions in this regard on three 
prime considerations: 

|) The type of material to be plated 

2) The condition of material prior to electroplating 

3) The type of plating and finish sought. 

Most of the work plated consists of parts made 
of different ty pes of steels. brass and die castings of 
aluminum, zinc and bronze. These materials, after 


being properly conditioned, receive one or more 


( l N J 





Two compartment deburring and tumbling barrel. 


electrodeposits. The coatings are of nickel, 
chromium, silver, acid copper, cyanide, cad) 
tin, black oxidizing and black nickel. In some j 
stances. one part will receive as many as ty 
three coatings to produce a desired effect. 

\s a general rule, for alkaline baths such as 
cyanide, copper cyanide and cadmium cyanide, +) 
tanks are made of steel. But in the case of nicke 
or silver the steel is rubber-lined to protect 
tank from being attacked by the solution or 
contaminating the solution through causing the 
ence of excess iron in the bath. 

Selection of the type of plating to be performed 
and the thickness of the deposit proceeds in each 
stance from a consideration of the ultimate use of 
the part in question and the conditions to which it 
is to be subjected—whether it is intended mainly {o; 
indoor or outdoor service, the type of atmospher 
that is to surround it, whether it is primarily orna. 
mental and whether it must withstand strong corrosion 
tendencies. 

The preparation and conditioning of metal parts 
which are to be electroplated comprise a process as 
important and complicated as plating itself.  Thes: 
preliminary stages may be roughly divided into 
several sub-stages—deburring, tumbling, burnishing 
degreasing, pickling and bright dipping. 

The cleaning operation before plating is either 
mechanical or chemical or both, depending on th 
condition of the train parts. Removal of drilling 
burrs, sawing burrs, stamping burrs, machine tool 
burrs, molding fins and fire scale takes place in the 
tumbling room. This room is equipped with different 
types of horizontal, polygonal and vertical barrels. 
oblique variable tilt barrels, sieves of different mesh. 
motor-driven mechanical sieve vibrators and sawdust 
boxes for drying. 

The tumbling room, which is a component of th 
plating room, is divided into two sections, one of these 
utilizing the dry tumbling method and the other th 
wet tumbling method. 

The dry method is used for removal of slight burrs. 
oxides and oil and for the drying of wet plated work. 
as well as sometimes for brightening the surface priv: 
to electroplating. For this method, as a rule, an oper 
mouthed steel or maple wood polygonal, oblique ya: 
able tilt barrel best serves the purpose. Frequently, 
maple wood barrel tumbling is used in conjunctior 
with dry sawdust or refined, granulated corncob [1 
removing oil from the parts or for drying them al! 
plating. 

The purpose of the steel barrel is to remove sliz!! 
burrs or oxides or to produce a smooth, bright surf 
These barrels, which are individually motor driv: 
may be tilted to any desired angle, depending on 
load and shape of the articles. Barrel rotatio: 
generally at the rate of 15 to 20 revolutions per min 

The wet tumbling method is applicable to pa 
having large burrs, molding fins and heavy scale. 
this process it is important to select the proper t 
of barrei abrasives and mineral or metallic slugs. 

The continuous rolling pressure and rubbing act 
in the case of a heavy load affect the finish of 


METAL FINISHING, 


November. 





resulling part, whereas small and delicately con- 
stl d parts receive a more satisfactory deburring 
n « low pressure barrel. It is readily understandable, 
therefore, that the kind of material and the shape and 
size of the piece being finished must govern to an 
nportant degree the type of barrel used, as well as 
the types of abrasives and slugs. 
tually the wet tumbling process uses both oblique 
variable tilt barrels and horizontal barrels. the hort- 
zonial style being lined with maple wood. The maple 
acts as a cushion for the load being tumbled and 
lessens the impact of the parts rolling around together 
in the barrel. The barrels are in each instance geared 
to variable speeds. and the experience and judgment 
of the plating foreman again comes into play in an 
important way in deciding the proper speed of rota- 
tion to be used. Ordinarily, the speed in the wet 
tumbling process varies from 15 to 30 revolutions 
per minute. 
for removing burrs from parts made of ferrous 
alloys, the firm applies the following formula: 
Ferrous parts to be deburred l gal. 
Mineral slugs 2-3 gals. 
(Size of slugs depend on whether the parts 
have large or small crevices or recessed 
sections) 
Deburring compound | pound 
Water ly gal. 
Rolling time is a function of the size and location of 
the burrs. If the burrs are large, naturally they require 
more friction in the deburring process. If they are 
situated in out-of-the-way positions on somewhat in- 
tricately shaped parts, where they receive less friction, 
a longer rolling time may be required. 
lor removal of burrs from parts made of non- 
ferrous metals in brass, castings, copper and aluminum, 


' 
{ 


he following formula is employed: 

Non-ferrous parts to be deburred lL gal. 

Metallic or mineral slugs 3 gals. 

Deburring compound 1 pound 

lhe rolling time follows the same principles for 
lerrous and non-ferrous parts. In the case of non- 
lerrous work such as brass and copper it is important 
\o select an abrasive compound that will not attack or 
tarnish the parts. Particular care must be exercised 
the purchase of abrasives in order to accomplish this. 


nother formula for non-ferrous work is as follows: 


Parts 1 gal. 
Metallic or mineral slugs 3 gals. 


Deburring compound 1 pound 
Water 15 pint 
Slugs are generally of steel or stone depending on 
type of burr and the job to be done. The foreman 
is constantly to be on guard to choose exactly the 
pe of slugs for each batch of work, as well as to 
cide whether he is going to use dry or wet tumbling, 
dust or granulated corncobs. In the case of wet 
burring, he has to choose the amount of water very 
refully, considering this amount as a function of 
sharpness and quality of the abrasive. 
\fter deburring, the parts are rinsed to remove 
abrasive compound that has been entrapped or 
may adhere to the surface. They are then im- 
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Parts before and after burnishing and finishing 


mersed in boiling alkali cleaner for a period lasting 
from one to three minutes. after which they are rinsed 
in cold water and dipped into a 50°¢ hydrochloric 
acid solution for removal of any surface oxide or 
rust not removed during the tumbling and deburring. 
There are two rinses in cold running water. 

If steel parts are to be held for a time instead of 
being processed immediately, a cyanide or alkali dip 
becomes necessary to prevent oxidation. 

Burnishing is necessary on all wet deburred parts 
to revive the lustre as well as on occasion to decrease 
the porosity of the metal or make it corrosion-resist- 
ant. Depending upon the purpose of the burnishing 
in each individual case, it sometimes precedes and 
sometimes follows the plating operation. 

In any event, the burnishing process employs hori 
zontal barrels such as those used for deburring. Metal- 
lic slugs are also necessary, but soap replaces the 
abrasive compound used in deburring, the intention 
of the whole process of burnishing being to close an\ 
pores that may form on the surface of the parts and 
to produce a fine lustre. 

For all these preparatory steps great emphasis must 
naturally fall upon keeping the barrels clean and upon 
the cleanliness and purity of the compounds, if a 
smooth and clean finish is to result. These precautions 
are particularly necessary in chemical cleaning. 

When the foreman of the finishing department de- 
cides upon the chemical cleaning of steel parts he 
adopts one procedure; and when he utilizes it for the 
cleaning of brass and copper parts, his procedure 
must be slightly different. 

In the case of steel parts. a vapor degreaser is 
utilized for the removal of oil. or a hot alkali cleaner 
having a concentration of from 6 to 8 ounces pet 
gallon. The operator immerses the work for one 
minute or more depending on the amount of surface 
impurity. 

For rust and oxide removal, in the case of steel 
parts, the alkali dip is followed by a rinse in cold 
water and a dip in a 50° hydrochloric acid solution 
until all rust and oxide disappear. Next come two 
rinses in cold running water and a final sodium cyan- 
ide dip. 

In pickling. and particularly in choosing the for 


(Concluded on page 82) 


















By H. Moore, Kirkstall, Leeds 5, England 


This paper gives practical hints on polishing 
and buffing holders for parts which are other- 
wise difficult to handle. Although many of these 
ideas are familiar to finishing executives, the 
paper is well worth reading for the quality of 
suggestions and ideas given.—Ed., 


HERE must be few polishers who have not from 

time to time discovered or invented a short cut 
or handy way of overcoming operational difficulties. 
Like all other occupations demanding a high pro- 
portion of manual dexterity, polishing lends itself 
admirably to the art of inventing those simple de- 
vices which can be made on the spot. Wood, nails. 
rubber, leather. cardboard, tin and other things are 
found almost everywhere. The usual shop scrap pile 
contains specimens of each. It is with such stuff that 
the polisher fashions the auxiliary tools of his trade. 
and it is what the present writer has used to make 
the helpful things described below. They are all 
original and hitherto unpublished. The thoughts and 
notions expressed in the article are his too. and are 
the result of hard practical experience. 

First. something about heat as it affects polishing. 
The inconveniences of friction heat is not  particu- 
larly apparent until the smaller type of werk is being 
done. For these articles gloves cannot be worn, vet 
it is just this kind of work that heats up almost as 
soon as it touches the buff. If such work must be 
held in the fingers it is better not to attempt to finish 
it but partly to do so and lay it aside while another 
piece is similarly treated: in other words. to do the 
work in stages short enough to avoid painful heat- 
ing. It may sound slower but in the end this is 
quicker than the too commonly attempted practice of 
buffing until the piece is so hot, and has to be 
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Figure 1. A strip of wood and rubber or leather for holding rings. 
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handled so gingerly, that it flies out of the hands. 
For all such work a holder should, if possible, be 
made. For anything resembling rings with a large 


enough hole, a holder out of a strip of wood and a 
strip of rubber is made. These two are placed length 
wise and joined together with a few short tacks. ‘Th 
wood provides the solid backing and the leather pr 
vides the “give” which is necessary to grip the rings 
tightly when they are pushed against the wheel. Thi 
completed holder resembles a lead pencil with a flal 
side on which a strip of rubber is tacked. 

(nother form of ring holder is a length of stifl 
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Figure 2. By bending a stiff wire in a long U shape, another 
ring-holder may be made. 


wire bent to a long U shape. The wire should fit th 
hole approximately and be so bent that when 
side is in the hole of the workpiece, the other side is 
bearing against the outside of it. When the ends of 
the wire are pressed together the ring is tightened 
between them. To revolve the ring release the gri 
slightly and buff will move it around. Imagine grip 
ping a small button by pressing the ends of a hairpu 
together and you have a rough picture of this hold 
Holders for minute articles should not only h 
the work but also release it without touching to av: 
burns. Tiny bead-like pieces may be threaded 01 
string, one end of which is tied to one end of a | 
piece of wood about 6 by 2 by 1 inches. The ot! 
end of the wood is made vith a short saw cut. 1 
loose end of the string is put in this and pulled ti 
enough to resist the force of the buff on such li 
jobs. When finished, the string is removed from 
slot and the pieces allowed to slide off. Holeles 
workpieces can sometimes be held in pliers wi! 
leather protected jaws, in holders of wood with s' 
ably placed nails or in the slit of a piece of old b 
ing. A tourniquet holder is made from two sti 
about six inches long; a loop of strong twine 
wrapped around one end of each stick, and the sti 
METAL FINISHING, 


November, 









WI 


YG 


oman} ——E ee 
mer — = 
—== === OOO 00 000g 











Figure 3. For bead-like pieces, a long narrow piece of wood 
holds the parts firmly after threading them on a string 


sted around until the twine is twisted loosly be- 
with the 
head to be polished is placed beneath the twine on 
of the sticks and the sticks turned until the piece 
ripped tightly and both sticks brought into line, 


tween them. If a piece—say a short stud 


satisfactory holder for this type of job is obtained. 
\ny similar kind of work which allows the polished 
d to protrude from the end of the sticks is suitable 
for this type of holder. 

One of the inconveniences of butling is the diffi- 
culty of seeing just what the buff is doing. From this 
cause we often see unbuffed spaces on finished work: 
much depends on the way the work is presented to 


the buff. 


feet long and six inches diameter is to be buffed. 


For example, suppose a brass tube three 


Some operators would hold this horizontally and roll 

around, others would hold it vertically and keep 
turning it. In both cases it is hard to see where each 
fresh pressure begins and ends and the whole tube 
must be carefully examined to see that no places are 


untouched. A compromise between these two methods 
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Figure 4. A tourniquet-type of holder for polishing and buffing 
the heads of studs, bolts, etc. Note how work is held by twine. 


Such work is held at 


ibout a forty-five degree angle and it is run up and 


seems to do the work better. 


down and around. The work can be seen more clearly 
by this method. 
lake another common job 
these are buffed parallel with the edges to nearly half 
iy there will be only a square left in the middle to 


square brass plates. If 


removed with the plate held corner ways. The way 
plate is held is all important. It is possible to 
ff these plates without actually looking to see how 
he work is proceeding and without any danger of 
tching the buff on the top side. The opposite kind 

surface, with hills and should 
ive all the high spots buffed first. In doing this it 
‘| be found that 


ved 


Wavy or valleys. 


most of the low spots have re- 
attention and that little 
These and other kinds like 


and staring. 


inadvertant more is 
juired to finish them. 
em save a lot of stopping 
\nother frequent cause of trouble is work on which 
ne part needs protecting from the buff. No one 
| guarantee not to slip and it is necessary to pro- 
t the surface in one way or another. Plates. or 
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anything with one or two projections to polish on 
the face, may have the projections protected by a 
ple e of cardboard with a hole, or holes, to slip ovel 
them. If there are a lot of such pieces it pays to 
cut out a piece of tin and punch holes in it to suit 
The projecting parts can then be pressed into th 
buff without the latter showing any effects on th 


1] 
Witt 


face. Emery paper wrapped around a vital part 


buff marks: 


material in a polishing room. 


prevent there is usually plenty of this 
Anything with a saw cut in it looks bad if it is 


buffed without preparation. To preserve the sharp 
edge of the cut, a piece of soft wire is wrapped around 
the job. with the wire just big enough to lay on to] 


of the slot. For hole protection, wood dowel stock 
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Figure 5. For polishing and buffing projections on @ flat or con- 
toured piece, a cardboard guard or mask may be used 
that fits the hole snugly may be used, sawing it off 
a little above the surface and tapping it level with a 
mallet. The same plug will do for many pieces with 
the same size hole. 
While it 


terial in 


has taken some time to collate the ma 
this 
attempt 


even short article it is, of necessity. 
sketchy But 
nevertheless, it is reasonable to assume that much of 
this will 


contribution of this kind lies not only in its 


only a to cover the subject. 


The value of a 
direct 


be new to many readers. 
information but also in its quality of suggestion: a 
described device may be of little use other than for 
the work it other kinds its 


application, with minor alterations may be easily 


was made and yet for 


possible. And since the possibilities of the polishing 
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SOFT WIRE 





Figure 6. Parts that are grooved may be buffed by inserting a 
soft wire in the groove to protect sharp edges. 

trade are so wide there is ample scope for all th 

ideas and suggestions of every practical man in the 

If only 

tion of these reached the printed stage it would ly 


trade who has originated any. a minor fra 


of great benefit. 
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jes speed and accuracy of Mott's 
tion 


for copper in cyanide and acid plating solu- 
tions can be improved by employing the most recent 
techniques. The very careful adjustment of acidity 
by ammonium hydroxide and acetic acid may _ be 
dispensed with, and uncertain end-points will not 
occur, 

If a solution of potassium iodide is added to an acid 
solution of copper sulfate, iodine is liberated, and the 
unmount liberated is the measure of the cupric copper 
in the solution. The equation is: 

2 Kl CuSO, = K.SO, Cul, (1) 
2 Cul, = 2 Cul + I (2) 

The explanation of equation (2) lies in the fact 

that the “stable valence” of copper under these condi- 


tions is one. not two. (This is indicated by the posi- 


tion of copper in Group | of the Periodic Table of 


Elements). Cupric oxide, CuO, valence two, heated 
to 800°C changes to cuprous oxide, CuO. valence one. 

Since the reactions are reversible, it frequently hap- 
pens that the solution of copper which has been 
titrated with thiosulfate turns blue again. A_ simple 
way to prevent this is found in the use of sodium 
thiocyanate. 


Cul + NaCNS = Nal CuCNS (3) 


The effect of NaCNS is to remove Cul from solu- 


Determination of Silver and Copper 
in One Sample of Plating Solution 


By Louis Silverman, Materials Engineering, Chemical Laboratories, Westinghouse Electric Corporation, East Pittsburgh, Pa. 


iodide titra- 








tion. With no Cul available, no Cul, will be found, 
and as a result, there will be no iodine formed late! 
when the titration with thiosulfate has apparently lb 
completed. 

One other detail must be observed. Usually 
procedure directs: “Add ammonium hydroxide unt! 
the solution is blue, acidify with acetic acid and add 
The acidity of this solutior 
varies with the amounts of ammonium hydrox 


2 to 3 ml in excess”. 


acetic acid and the volume of water used. Also, | 
careful regulation of the acidity and alkalinity is som 
what difficult. If the acidity is not properly adjust 
the end-point will not be sharp and the titration 
be incomplete. 

In 1912, Mott ' 
lodide Method for Copper, in which procedure fluo: 


introduced the so-called SI 


is added to convert ferric sulfate to un-ionized fi 
fluorides: 
Fe,(SO,) 6 NaF > 2 FeF, + 3 Na,SO, 

If fluoride ion were not added, then ferric sul 
would react with potassium iodide to give free iod! 
and the results for copper would be high: 

Fe, (SO,) OKI = 2 Fel I, + 3 K,SO, 

The reason for this reaction is somewhat similar 
that of equation (2). 
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iter, Crowell’ found that ammonium bifluoride 

id serve the double purpose of introducing fluoride 

and acting as a pH buffer. If a sufficient amount 

immonium bifluoride is added the acidity of the 

solution will be correct, and the acidity of the solu- 

will not be affected by ordinary amounts of 

nonium salts or changes in volume. Such solu- 

s will give sharp end-points, (the solution will be 

irless or but slightly yellow). and the blue color 
not return within twenty minutes. 


Procedure for Titration of Copper in Cyanide 
Copper Solutions 


Pipette a 10 ml sample into a 300 ml flask. Add 
15 ml of nitric acid and 10 ml of sulfuric acid (or 
perchloric acid). Evaporate to heavy fumes of sulfur 
trioxide (or perchloric acid). Cool, add 50 ml of 
water and boil until solution .is complete. Cool 
thoroughly. 

\dd ammonium hydroxide until the solution just 
turns blue and again cool in running water. Add 8 
crams of ammonium bifluoride and shake to dissolve 
the fuoride. The solution should now be acidic (pH 
}to 4). Add 10 ml of 50% potassium iodide solution 
and mix. ‘Titrate the liberated iodine with 0.1 N 
sodium thiosulfate until most of the brown color has 
disappeared, then add 6 ml of a 50% sodium thio- 
cyanate solution and about 2 ml of a 1% arrowroot 
starch solution. Continue titrating with the standard 
0.1 N sodium thiosulfate solution until the blue color 


disappears. 
Calculation: 
ml Na,S,O Normality * 1.19 = CuCN oz./gal. 


For copper sulfate determination in Acid Copper 
Plating Solutions. use a 5 ml sample, and proceed as 


ihove. 
TABLE | 
Determination of Copper in Plating Solutions 
Electro- 
Type deposition Titration 
of Bath Method Method Calculation 
Cyanide 0.103 0.104 grams, Cu 
Cyanide 0.200 0.202 grams, Cu 
Cyanide 0.247 0.247 grams, Cu 
Cyanide 0.356 0.358 grams, Cu 
Acid 0.478 0.487 grams, Cu 
Cyanide 2:12 1.99, 2.00 oz./gal., CuCN 
Cyanide 2.41 23535. 2:53 oz./gal., CuCN 
Cyanide 2.40 2.76, 2.78 oz./gal., CuCN 
Cyanide 3.45 3.48, 3.63 oz./gal., CuCN 
Acid 25.2 25.0. 25.2 oz./gal., CuSO,-5H.O 
Cyanide 2.3vs 2.4(a) oz./gal., CuCN 
Cyanide 2.7vs 2.9(a) oz./gal., CuCN 
Cyanide 10vs 4.3(a) oz./gal., CuCN 
Cyanide 2.6vs 2.7(a) oz./gal., CuCN 
Cyanide 3.0 vs 3.0(a) oz./gal., CuCN 
Cyanide 3.2 vs 3.2(a)  oz./gal., CuCN 
Cyanide 3.4vs 3.4(a) oz./gal., CuCN 
Acid 24.3 vs 24.3(a) oz./gal., CuSO,-5H-O 


(a) Check determinations by two analysts 
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TABLE II 


Determination of Silver and Copper on the Same Sample 


’ 
Single Cu 
es Sequence Determinatior 
Determination 





CuCN, oz./ gal. CuCNn, oz./ gal. Ag, oz./gal 
l 0.22(a) 0.18, 0.22 (a) 1.3.1 
2 0.7 0.7 1.9 
5. L5 1.4. 1.5 1.06, 0.08 
lk. 1.9 1.9, 2.0 12.2.2 
ae 2.2 Bites Oa 1.48, 0.48 
6. 4.2 1.2 1.03 
7. 5.7 5.7. 5.9 0.06. 0.08 
8. 1.3.1.3 10.1, 10.2 

(ad Check determinations by two analysts 
Calculation: 
ml Na,S,O Normality * 6.67 


CuSO,.5H,O oz./gal. 

The accuracy and reproducibility of the procedure 
was checked by several analysts. In Table I. solutions 
from four eyanide and one acid bath were used. The 
results are calculated in grams. Another set of titra- 
lions were made and calculated to the conventional 
CuCn and CuSO,.5H,O. Finally results for duplicate 
tests by other analysts are listed (11 to 18). 

The foregoing titration technique may also be ap 
plied to mixed cyanide silver-copper solutions. The 
silver may first be titrated as usual by standard sodium 
thiocyanate solution. The same solution is then made 
ammoniacal and the copper is titrated as in the above 
procedure for copper. An important difference is 
that enough extra potassium iodide must be added 
to convert silver thioevanate to silver iodide. How 
ever, the procedure is not satisfactory if silver cyanide 
is greater than 10 oz./gal. and coppper cyanide is 
less than 0.2 0z./gal., unless the analyst has consider 
able experience with this technique. 

In Table Il results by two analysts are listed. One 
determined copper by titration as in the above pro 
cedure, while the other determined silver as_ silver 
thiocyanate and then determined copper on the same 


solution. 


Procedure for the Sequence Titration of 
Silver and Copper in Cyanide Solutions 


Pipette a 10 ml sample into a 300 ml flask. Add 
10 ml of nitric acid and 10 ml of sulfuric acid (or 
perchloric acid). Evaporate to heavy fumes of sulfu 
trioxide (or perchloric acid). Cool. Add 50 ml of 
water and 2 ml of 2% ferric ammonium sulfate, and 
cool to room temperature. Titrate with 0.168 N 
sodium thiocyanate solution to a faint brown color. 
If the bath is high in copper, the end-point is a 


colorless. or nearly colorless solution. 


Calculation: 
ml NaCNS » 0.30 AcCN o0z./gal. 
(dd ammonium hydroxide until the solution just 
turns blue or until red ferric hydroxide forms, and 


cool in running water. Add 8 grams of ammonium 
hifluoride and shake to dissolve the fluoride. Th: 











solution should now be acidic (pH 3 to 4). Add 15 
yrams of solid potassium iodide and mix. Titrate 
the liberated iodine with 0.1 N= sodium. thiosulfate 
until most of the brown color has disappeared, then 
add 6 ml of a 50° sodium thiocyanate solution and 
about 2 ml of a 1° arrowroot starch solution. Con- 
tinue titrating with the standard 0.1 N sodium thio- 
sulfate solution until the blue color disappears. 


Calculation: 


ml Na,S,O Normality * 1.19 = CuCN oz./gal. 


Solutions 


0.1 \ Sodium Thiosulfate. Weigh 50.0 grams of 
Na,5,02.5H,O, dissolve in water, transfer to a 2000 
ml flask and dilute to the mark with water. Add 2 
grams of sodium benzoate as preservative. The solu- 
tion should be permitted to “aoe” for four weeks in 
a dark bottle. The solution will maintain its factor 
for about 4 weeks. 

Standardization. Accurately weigh 1.000 grams of 
pure copper and transfer to a 400 ml beaker. Dis- 
solve the metal in 10 ml of water and 10 ml of nitric 
acid, add 10 ml of perchloric acid and evaporate to 
fumes of perchloric acid. Cool the solution, add 50 
ml of water and boil for five minutes. Transfer the 
solution to a 1000 ml volumetric flask and dilute to 
the mark with water. Pipette a 100 ml aliquot into a 
300 ml beaker and follow “Procedure for the Titra- 
tion of Copper”. 

Calculation: 

Normality of Thiosulfate Solution 


1.573 


ml Na.S.O. Titration 





0.1068—N NaCNS. 13.61 grams per liter of \ 
Standardize against 50 ml of 0.1 N AgNO. ( {6.99 
grams per liter), as described in the “Procedure fo, 
the Sequence Titration of Silver and Copper”. 





Calculation : - 
Normality of NaCNS Solution - 
2.976 
ml NaCNS Titration 
90% NaCNS Solution. 500 grams dissolved 
1.000 ml of water. 
90% KI Solution. 500 grams dissolved in 1.000 
of water. Add one gram of NaOH. 
Starch Solution. Transfer 10 grams of arrowroo 
starch to a 100 ml beaker. Add sufficient water \ 
make a paste, and slowly pour the paste into 1000 


of boiling water. Continue boiling for 15 minutes 
To the cold solution add 2 to 3 grams of zine chloride 
as preservative. 

Ammonium bifluoride is obtainable in the technical 
grade. 
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PRE-TREATMENT FOR BARREL PLATING 


(Concluded from page 77) 


mula for the pickling solution, the finishing depart- 
ment must use great care to prevent excess etching 
or any pitting at all. Over-pickling is sometimes 
costly. It produces pitting, brittleness and carbon 
smuts. As a result, the deposit may have poor adhe- 
sion qualities necessitating rejection of the work. The 
department always tests adhesion by bending or 
twisting the metal part in each case, and if the adhe- 
sion is not satisfactory. the electrodeposit will peel off. 

In the chemical cleaning of brass. copper and zine 
die cast parts, the company utilizes the same methods 
of oil removal as in the case of ferrous metals. Par- 
ticular care is essential, however, in selecting an 
alkali cleaner applicable to brass and copper work: 
otherwise stains will result. 

For removal of oxides and other surface impurities 
from brass and copper parts. a sulphuric and _ nitric 
acid mixture, having the following composition, be- 


comes necessary ° 


2 parts sulphuric acid 





| part nitric acid 

| quart of water per gallon 

4 to 6 cc. of hydrochloric acid 
The Baumé Hydrometer reading is from 45 to 1 
degrees. 

The amount of hydrochloric acid in a specific sol 
tion is very important. A too great amount will pro- 
duce surface spots—an effect whose exact cause is no! 
yet completely known. When such an effect appears. 
the whole solution must be thrown away or steps take! 
to reduce the chloride concentration. Addition 
finely divided carbon or soot to the bright dip set 
to remove excess chlorides. 

Three water rinses complete the cleaning of | 
brass and copper parts. The importance of the ru 
cannot be over-emphasized, because every last tre 
of acidity or alkalinity clinging to the materials mus! 
be removed to prevent a carry-over into the plati 
solutions. Removal of scale and oxides serves 
brighten up the surface of copper and brass to a 
markable degree. Non-ferrous train parts receive 
cyanide dip; cyanide or alkali will tarnish copper @ 
brass pieces when they are allowed to stand. 
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Blistering on White Metal 


Question: I have trouble with my 


solutions. They continue to blister 
ven after [ have made a number of 
hanges in the solution. I am using 
hite metal, zine and aluminum com- 
osition, United American No. 7 and 
\o. & I tried using No. 7 metal and 
i blistered, then I tried No. 8 which 
as a copper content and it. still 
listers. Please advise me as to the 
ause and how to remedy this condi- 
tion. The same condition of blister- 
exists even on ordinary brass 
lating with a copper foundation. 


W.K. 


lnswer: There are several possibil- 
ties for correcting your troubles. 
You must be positive that the cleaner 
‘ou use is not too strong or that you 
have not left the work in the cleaner 
too long. Many times vapor degreas- 
ug polished zine alloy work to remove 
mpound then a 30-second treatment 
mild anodic cleaner is ample to 
clean the surface. Many people try 
late directly fiom this cycle; a 
(ip in approximately 5° sulfuric acid 
is necessary to remove the alkaline 
ilm left on the work from the cleaner 


ith. Immerse long enough for 
bubbling to start on the work, thus 
Insuring complete neutralization of 
e film. Rinse thoroughly in clear 
Blistering 


improper 


running water, then plate. 
+ invariably caused by 
ing, rather than alloy composi- 
ion. although surface inclusions and 
impurities may cause this condition 
| however, in this case it sounds 

hough your cleaning cvcle is too 
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Cleaning Old Silver 
Question: Could you please advise 
a satisfactory process to clean old sil- 
ver pieces ? 


BE. C. W. 


{nswer: By removing grease and 
oil compounds in your cleaner, then 
dipping in a solution of 4 to 6 oz. per 
gallon of sodium cyanide. most silver 
is brightened. If this is not. satis- 
factory on your work, buffing and 
coloring on the wheel should clean the 
material. after the cyanide dip and 


rinse. 
Spot-Out of Brass Plate 


Question: | brass plate steel pic- 
ture frames. They look nice after 
polishing, but the next day are all 
spotty. What can I do to correct this? 
R. R. 

{nswer: In all probability the basis 
metal has trapped cyanide underneath 
the brass coat. It is customary to 
plate iron or steel with the cycle 
copper-nickel-brass, which effectively 
prevents spit-outs and gives a durable 
finish. If you are positive the surface 
does not have impurities under the 
coating, would recommend that you 
flash your work with copper. 


Plating Brazed Parts 

Question: Do you know of any 
metal or alloy which can be used in 
joining copper parts, preferably by 
means of a gas torch which, when fi- 
nally machined and _ polished after 
joining, would match in color the 
copper hasis metal. 


S. S. Bs 


{nswer: Copper welding rod can 


— 


used to join together copper parts. 
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Shop Problems 


However. this is a very ticklish opera- 
tion due primarily to the ease with 
which the oxides are formed at the 
melt point as well as the high heat 
conductivity, hence the tendency to 
burn, of copper. It is suggested that 
the parts be brazed with silver by 
means of a gas torch. machined and 
polished to the desired finish, and then 
plated electrolytically in the regular 
cyanide-copper solution. Care must 
be taken to get the parts chemically 
clean prior to plating. If this is un- 
satisfactory. it is recommended that 
the parts be so designed as to permit 
a lap at the joining section, thereupon 
either spot or seam welding by resis 


tance methods. 


Testing for Tin, Zine and 
Cadmium 


Question: Please send me informa 
tion relative to a reliable method of 
distinguishing between tin, zine and 
cadmium anodes in a small shop 
where testing apparatus is very limited 


w. US. 


{nswer: By dissolving the metal 
in 1.24 sp. gr. nitric acid it will fume 
copiously if it is tin and a bulky white 
precipitate of metastannic acid will be 
formed; the other two metals will not 
do this. Tin coatings and anodes may 
be further identified by adding solid 
cacotheline to the solution formed 
when the metal is dissolved in hydro 
chloric acid (1000). A reddish-violet 
color indicates the presence of tin 
The differentiation between cadmium 
and zinc may be accomplished by mak- 
ing the nitric acid solution, in which 
the metals were dissolved as above, 
alkaline to litmus by additions of con- 
centrated ammonia, and then adding 
a 109% 
white 


sodium sulfide solution. A 
precipitate indicates zinc. 
whereas a vellow prec ipitate indicates 


the presence of cadmium. 


Hard Chromium on Aluminum 


Question: Can you tell us whether 


magnesium are being 


aluminum or 
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mm appfeciable thicknesses of 


hard chromium commercially? — It 
would be our thought that, if under- 
lying coatings of softer metal are re- 
quired, such as the zinc immersion or 
copper processes, the value of the final 
coating as an abrasion-resistant would 
be of dubious value. 


R. J. M. 


Inswer: It is agreed that with the 
zincate coating underneath one would 
assume that the softer metal would 
iffect the value of the abrasive-resis- 
tant coat; however, in this case it is 
used primarily as a conductor for 
subsequent coatings and the thickness 
should affect the 
properties of the final coating because 
f 


oO! 


theoretically not 
its extreme thinness. This is ex- 
emplified in metallurgy by induction 
heating the teeth on spline shaft for 
while 
leaving a soit core to take up shock. 
Would recommend you try a few sam- 


wear and abrasion resistant 


ples for checking. 


Black Oxide on Aluminum 


I wish to obtain a black 
oxide on an aluminum tray which has 
Then 


i want to remove the black oxide and 


Question: 
a flower design in the center. 


leave it only in the flower design. 
How can | do this? 


a 5. 6. 


Inswer: Most black oxide coatings 
are patented processes using proprie- 
tary salts and various anodizing and 
oxidation methods. By dipping alumi- 


num in hot caustic soda. a black smut 


+ formed if the metal is alloyed with 
certain percentages of copper. The 
work must be rinsed thoroughly or 
the caustic will continue etching the 
surface. 


Silver Strike Formula 
Question: Please advise of a sil- 
ver strike formula and procedure to 
pre-plate old, used nickel silver, copper 
and brass objects in a way to avoid 
immersion plate. 


A. M. 
nickel 


and copper we do not recommend im- 


Inswer: For silver, brass 
mersion strike, but suggest strike using 


current as follows: 


Silver cyanide 0.6 oz./gal. 
Sodium cyanide 9 ~~ oz./gal. 
Free cyanide 9 oz./gal. 
Metallic silver AS oz./gal. 
Room temperature: 6 volts 15-25 


amps./sq. ft. 


Cleaning Threads in Taps 


Question: We flash-chrome plate 
taps and have difficulty getting base 


We have 


tried several stripping solutions but 


of threads properly cleaned. 


cannot get the streaks out of threads. 
We also have small internal dies with 
holes 3/16” diameter x 114” 
What is the best material for an 
anode? We put on 


long. 


approximately 
O15 per side. 


G. J. 


{nswer: For getting base of 


threads properly cleaned. suggest you 


acid pickle in 15 hydroch! 






for a minute, rinse, then Scrat 





with tooth brush and wet pu ea 
good anode for the small int: 

is antimony lead—the usual 

for chrome plating baths. 


Spot-Out of Silver Plat. 


Question: I refinish — sily 


brass and can't prevent silve 
The spots are ver 
and plain to see with the nak 


Brown 


spotting. 


spots appear (usuall 
lacquering) on brass plating. 
aA. ¢ 

Answer: We suggest a bright nick 
between the brass and silver. This 
would take about three minutes a) 
should inhibit the absorption of sily: 
Another sugges! 
to strike your work in a low met: 
content silver bath, although the nick 


by the brass. 


undercoat is most effective. 


Silver Strip 

Question: Im in the musica 
strument repairing business and 
have to strip the silver plate fron 
struments before I can lacquer the 
Is it possible to strip silver plate fro 
an object without using the revers: 
process of plating? 


C. M. M 


{nswer: We recommend that \ 
use the following formura. 
Sulfuric Acid 19 parts 
Nitric Acid 1 part 
180°F. 
Keep water out of this bat! 
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Engineering Information Useful In 


a Engineering Data Sheet Designating Metallic Surface Treatments 


Rectifiers for Electroplating 


PRINCIPLE OF OPERATION 


he principle of rectification is founded in the free passage of alternating cur- 
rent between two dissimilar metals in one direction. and the high resistance to its 


passage in the opposite direction. 


Basic CONSTRUCTION 


The complete modern rectifier consists of a transformer to step down the a.c. 
the rectifying unit or “stack” to convert the current to d.c., and the various control 
devices. The rectifying unit consists of metal plates or discs which have been coated 
with another metal or metallic compound; the contact for one polarity is made with 
the metal plate or disc. while the contact for the other is made with the metal coat 


ing. Rectification takes place at the contact surface of the plate and its coating. 


AVAILABLE TYPES 


Copper Oxide—Available in both plate and disc Ly pe. Latter limited to low 
amperage operation and has small value in plating room. Plate type. 
consisting of copper plate with a cuprous oxide coating, affords eflicien 
cies better than 70% and is available in standard or custom built 
apparatus. 

Selenium—Use of selenium coated steel plates covered by a layer of special 
alloy is becoming an extremely popular type of rectifier. Available in a 
wide range of capacities, the units are light in weight, very compact and 
offer efficiency ratings approximating 70‘. 

Magnesium-Copper Sulphide—Although efficiencies are somewhat lower than 
obtainable with copper oxide and selenium rectifiers. the high allowable 


current densities permit an unusually small and compact unit. 


RECTIFIER CHARACTERISTICS 
|. Simplicity of installation. 
Compactness . . . minimum of floor space demanded. 

3. Low maintenance cost due to minimum of moving parts. 

1. Instant starting. 

5. High efficiency .. . especially in small sizes. 

0. Noiseless operation. 

7. Power flexibility . . . individual units hooked up in series or parallel can 
be utilized for a variety of voltage and amperage requirements. or each 


rectifier mav be used as an independent current-providing source, 
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Patents 








Electrolytic Deposition of 
Rustproof Coatings 

U.S. Patent 2.428.318. John S. 

1947 

\ method of making steel strip and 


Vacht- 


man, September 30, 


the like comprising electroplating on 
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steel strip base stock at least three 
layers of two metals selected from the 
group consisting of tin, lead, 
nickel, copper, bis- 
muth, antimony, cadmium, silver and 


zine, 
iron, chromium. 
alloys thereof. one of said metals be- 
ing between two layers of the other 
metal, heat 


stock in a non-oxidizing atmosphere 


then treating the base 


at a temperature below the annealing 
stock and be- 
low the melting point of the 


temperature of the base 
lower 
melting point metal, the time and tem- 
perature of heat treatment being suffi- 
cient to form two thin partial alloy 
layers of adjacent plated metals of 
substantial thickness but no 
0005" 


plated metals. 


greater 


than between said adjacent 


Nickel Electroplating Composition 


U.S. Patent 2.427.280. Raymond A. 

Hoffman, assignor to E. 1, du Pont de 

Vemours & Company, August 15, 
1947. 

\ nickel plating composition for 
dissolving in water to make an aque- 
nickel 
chloride, nickel sulfate. and 2-phenyl 
ethylene sulfonic acid. 


ous plating bath comprising 


EKlectrodeposition of Molybdenum- 
Cobalt Alloys 


U. S. Patent 2.428.404. 
Yntema, 


Leonard F. 

assignor to President and 

Board of Trustees of St. Louis Uni- 
versity, October 7, 1947. 

The process for electrodepositing an 
alloy of molybdenum and a metal of 
the class consisting of cobalt and iron 
which consists in passing a current be- 
tween an anode and the work to be 
plated as a cathode in an aqueous 
electrolyte consisting essentially of 10 
to 30 grams per liter of a hexavalent 
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molybdate compound, 5 to 15 grams 
per liter of a soluble compound of a 
metal of the class consisting of cobalt 
and iron, 100 to 300 grams per liter 
of free alkali metal hydroxide and 10 
to 30 grams per liter of an organic 
compound having a hydroxyl group of 
the class consisting of sugars, glycer- 
ine. glycols and tartaric acid. 


Means for Recovering Coating 
Material from Melted Electrolytic- 
ally Continuous 


Material 


Coated Strip 


U. S. Patent 2,428,362. 


assignor to 


Klaus Egge, 

Carnegie-Illinois Steel 
Corp., October 7, 1947. 

In combination with apparatus for 


coating — electrolytically — continuous 
length strip material, means for melt- 
ing the coating thereon so as to obtain 


a smooth, high-luster finish, a tank 
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having a quenching medium disposed 
therein into and through which the 
strip passes immediately after it is de- 
livered from the melting means, a hori- 
zontally rotatable roll ar- 
ranged in said tank and around which 


disposed 


said strip passes, said strip being de- 
livered from said melting unit to said 
roll at an angle to the horizontal, 
means for introducing the quenching 
fluid under pressure into the quench- 
ing tank in substantially a horizontal 
plane substantially into the path of 
the strip on the inner side thereof at 
a point above said roll, and an in- 
clined trough member arranged in 
said quenching tank above said roll 
adjacent the inner side of the strip 
and below the path of the fluid di- 
rected thereinto, said fluid circulating 
the quenching medium in the vicinity 
of the strip so that any excess coating 
material or scale is forced from the 
space between the strip and said roll 
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and caused to drop eithe: 
trough member or into the | 
said tank. 


Irregularly Shaped Arti 


Finishing Machine 


Pat. 2.426.764. Siz; 
Czarnecki, assignor to United 


U. S. 


Corporation, September 2, \0 7. 


In a machine for finishing 
larly shaped articles, in combinatio, 
a travelling belt having an asi 
surface, a work support, a contact y 
for positioning the abrasive su 
said belt relative to a piece of work 
on said support, said roll havin 
peripheral depression therein cons! 
tuting a developed impression 0! 
surface of a finished work piece, mean; 
for effecting relative reciprocate 
movements between said roll and sa 
work piece, and means for oscilla 
said roll about its axis in timed ; 
said 


tion with reciprocatory 


ments. 


Control of Electrolytic Processe- 


U. S. Patent 2,427,661. Willard ( 
Cook, assignor to Westinghouse kl: 
tric Corporation, September 23, \9! 


In a control system for an elect 
lytic process, first and second means 
responsive to the speed of travel o! 
length of material through the process 
means responsive to said first spe 
responsive means for varying the dei 
sity of current flow in the electrolyt 
process in accordance with the sper 
of travel of the material, regulating 






















means, means responsive to the s 





speed responsive means and th 





rent density in the process for ca! 





the regulating means to vary th: 





rent density in the process, and 





tively operable means for varyi! 
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Cut Cleaning Time 
and : 


Reduce Cleaning Costs 
| with | 





Cowles SOAKLEEN does a real job of remov- 
Be: ing stubborn soil and oils from metal parts 
in pre-soak cleaning. All following cleaning 
operations are reduced to a minimum. 


SOAKLEEN works unusually well for cleaning 
steel before enameling, plating and other 
finishes. 


SOAKLEEN is simple and easy to use, is 
non-toxic, cuts cleaning time and reduces 





cleaning costs. Place a trial order today— 
? orders shipped promptly from convenient 

COWLES TECHNICAL SERVICE warehouse stocks. 
gladly furnished upon request. Package—55 gal. non-returnable steel drums. 


“The Coutes Detergent Company 


METAL CLEANER DEPARTMENT 
7016 EUCLID AVENUE CLEVELAND 3, OHIO 


METAL FINISHING. November. 1947 87 

















eflect of the second speed responsive 
means on the regulating means so as 
to produce the desired range of varia- 
tion of the current density with a pre- 
determined range of variation of speed 
of the length of material from a pre- 
maximum value 


determined current 


corresponding to a predetermined 


maximum speed value. 


Automatic Temperature Control 
System 

U. S. Patent 2,427,444. Paul V. 
Colombo, assignor to Electronic Utili- 
ties Company, September 16, 1947. 

In a control system for automatic- 
ally deactivating a heating means at 
a predetermined time after the mate- 
rial heated had attained a_predeter- 


~ 
> es ae 
f a y 
‘ a 
, 
f 
+ 
. og = 
4 } 
o> * fut rt 
¢ Co) wf 
‘ Ne | 
sa « . 2 


mined temperature, an electrical cir- 
cuit comprising a first circuit portion 
including a conductor characterized 
in that upon the passage of an elect: 

current therethrough, the heating 
means is energized to transfer heat 
to said material and a first switching 
means for connecting said conducto1 
to a source of electrical energy, a 
second circuit portion shunting said 
conductor, comprising an auxiliary 
electric heating means and a normally 
open first thermostatically operated 
switch in series electrical connection 
with said auxiliary heating means; 


said first thermostatically operated 
switch being operated to close by the 
heat generated by the main heating 
means upon the material attaining 

third 


circuit portion including an electro 


predetermined temperature, a 
magnetic coil, a normally closed sec 
ond thermostatically operated switch 
in series electric connection with said 
coil: said second thermostatically Op- 
‘rated switch being operated to open 
by the heat generated by the auxiliary 
heating means and a second switch 
means for connecting said third cir- 
cuit portion to the source of electrical 
energy, and an armature having a 
normal initial rest position, adapted to 
be shifted to a moved position upon 
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actuation of said electric magnetic coil 


and means to restore said armature 
to its initial rest position upon deacti- 
vating said coil; said armature being 
adapted upon assuming its moved 
position as it would be shifted upon 
actuation of said coib, to close the first 
and second switching means whereby 
current is made to flow through the 
first and third circuit portions, and 
upon return to its initial rest position, 
to open said first and second switch 
ing means whereby current through 
the aforesaid conductor is made to 
cease and the main heating means is 
thereby deactivated. 


Process for Cleaning, Stripping. 
and Polishing Metal Surfaces 
U.S. Patent 2,428,141. Thomas Burk- 
hardt, assignor to General Motors Cor- 
poration, September 30, 1947. 


The process of electrolytically clean- 
ing. stripping copper from, and polish- 
ing the surfaces of ferrous articles 
which comprises immersing said sur- 
faces in an electrolyte consisting es- 
sentially of an aqueous solution of be- 
tween two and ten ounces per gallon 
of tetrasodium pyrophosphate main- 
tained at a temperature above 180° F. 
and passing a direct electric current 
at a potential between seven and twelve 
volts from said surfaces as anodes to 
a suitable cathode in contact with said 
electrolyte. 


Electrode Holder 
U.S. Patent 2,427,002. Perey Jepson, 
August 15, 1947. 

\n electrode holder comprising a 
body of electrically conductive mate- 
rial, means on said body engageable 
only by one extremity of an electrode 
and including a member movable with 
the electrode to dispose the electrode 
at a predetermined angle relative to 


the body, positive stop means asso- 


baTsY Tol, Seana Mona 
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ciated with said member to contact 
the end face of the electrode and pre- 
vent end-wise movement thereof in 
one direction relative to said member, 
and manually adjustable means 
mounted on the body to engage the 
electrode and rigidly secure said mov- 
able member and the electrode against 


movement relative to each other and 








METAL 


to said body, in response 
incidental to application of 
trode to the work. 


rces 


Electrie Current Arres; 
U. S. Patent 2,427,460. GC. } 
Johnson, September 16, | 
In combination with a cross and 
a line wire supported there! 
support including a contact ber 
in circuit with the line wire 
rent arrestor comprising a fra 
ported by the cross-bar ha 
vertical standard, means on the fran, 
for supporting the standard 


eS = . 
LA SOy/ te x 
x-Sy oY. 
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et 
* 
= 
\ 
\ 


sulating it from the cross-bar, a hori 
zontal shaft mounted upon said stand 
ard, a conducting member mounted 
upon said shaft to swing in a vertical 
plane and having a conducting point 
on one side of it and an extension 01 
the opposite side, the conducting point 
being positioned to come opposite th 
contact member with a gap betwee: 
them, a horizontal bar vertically ad- 
justable and extending above and cor 
tacting the extended part of | said 
swinging member for adjusting th 
width of the gap to prevent arcing o! 
normal line wire current but to perm! 
discharge arcing of excess curren 
and a ground connection to said \ 
ducting member. 


Process for Providing Rust Free 

Surfaces on Ferrous Metal Parts 

U. S. Patent 2,428,304. Max Frager 
October 7, 1947. 

\ process for providing rust 


surfaces on ferrous metal parts 


comprises subjecting said parts ul 
aqueous rust removing soluti 


} 


ammonium citrate, washing said 
tion from said parts, submergin 
parts in a dilute aqueous soluti 
sodium nitrite, transferring said parts 
to a soluble oil emulsion conte 
an emulsifying agent whereby 
water on said parts is displac: 

said oil, removing the excess of 


sion adhering to said parts, and 
evaporating the water from said 
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New Methods, Materials and Equipment 
Industries 


for the Metal Finishing 








Wet-or-Dry  Grinder- 


Polisher 


Centerless 


Hammond Machinery Builders, 
Inc.. Dept. GP-39, Kalamazoo, Mich., 
as announced a new addition to its 
ne of grinding and polishing equip- 





lent. It is known as the OD-1L Cylin- 
drical Grinder-Polisher for rods. bars 
and tubes from 1” to 114” diameter. 

lt is a centerless machine using 
oated abrasive belts for grinding and 
polishing. For stock removal it will 
remove up to .005” per pass on ferrous 
elals and up to .010” on non-ferrous, 
Work supports will handle !.” bars up 
to 18’ long and 1” bars up to 8 long. 
\ecuracy .001” on production items— 
closer limits on some work. 

lhe endless abrasive belt is 4” wide, 
00” long, and may be operated dry or 
wel with coolant. Wet operation is 


recommended as it gives better finish, 


not discolor work from heat, and 
higher production and longet 
belt life. 

lwo methods of feeding are em- 
ploved 


through-feed method is generally used 


through-feed and in-feed. The 


in is accomplished by swinging the 
regulating wheel on its horizontal axis 
The rate of feed 
can be varied from zero to 18° per 


zero to 12 


hough Hammond has just an- 
ed the OD-1, the machine is not 


o them in that the first machine 
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was exhibited at the National Metal 
Congress in Cleveland in 1944 and 
sold at the show. This machine has 
now given more than two years of 
satisfactory service. 

The OD-1 is now in production and 
on about a four weeks’ delivery basis. 
For further information write to Ham- 
mond Machinery Builders, Inc., Dept. 
GP-39, 1601 Douglas Ave., Kalamazoo, 


Mich. 


Elastic Synthetic Coating 

The development of a new synthetic 
coating, which can be built up to 
extra-heavy thicknesses, has been an- 
nounced by United Chromium, Ine. 
Primarily designed to insulate and 
protect electroplating racks, it displays 
wide possibilities for numerous other 
products. 


marketed as Uni- 


This material, m 
oO 
oO 


chrome Coating 218, contains 100% 
solids. with nothing to evaporate. It is 
a baking synthetic, applied by dipping 
or spraying, and upon curing at 
350°F. becomes a sleek, elastic coat- 
ing. On some racks, thicknesses up 
to 144 inch can be achieved within two 
hours, on areas where such a degree 
of protection is desirable. ‘This coat- 
ing has heen found to withstand 
mechanical abuses without chipping. 
tearing or lifting from equipment to 
which applied. 

Tests reveal it also withstands a 
broad variety of strong chemicals in 
addition to hot cleaning solutions and 
all plating baths. 
make it especially suitable for use on 


Its characteristics 


dipping baskets, wire screens. mixing 
equipment, propellers, rotors of ai 
blowers. and as gaskets and linings. 

For more details, write to United 
Chromium, Inc., Dept. MF. 51 East 
12nd St.. New York 17. Ive 3. 


Controlling Chrome Plating Mist 


R. O. 
announced a new product called No- 
Cro-Mist 


amounts (14 to | 


Hull & Company, Inc. have 
which is added in small 
gallon per 500 
chromium 


gallons of solution) to 


plating baths to control the evolution 
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Recent Developments 


of fine fog or mist by chemical means 


rather than by mechanical 


of the surface of the bath. 
No-Cro-Mist is a soluble liquid that 


changes the physical form of the usual 


overimg 


spray so that it does not ese apne read 


ily and also forms a_ slight foam 


blanket 
claimed that up to 99% of the chrome 
The resultant ad- 


vantages are said to be that health 


around the anodes. It is 
mist is eliminated. 
conditions in the plating room are 
greatly improved, since all chrome 
fumes are eliminated from the atmos- 
phere: rack carriers in full automatic 
rachines, racks, busbars, and ventilat- 
ing systems are kept clean, reracking 
for chrome after nickel is usually 
avoided. and the savings in chromi 
acid, labor, and maintenance are re- 
ported to more than pay for the No 
Croa-Mist. 


not effected by the addition agent. a 


Operation of the bath is 


cording to the company. 


Literature is available by writing to 
kK. O. Hull & Company, Inc., Dept. MF, 
1279 West 3rd St.. Cleveland 13. Ohio. 


Portable AC Glass Electrode 
pH Meter 


National 


manufacturers of 


Technical Laboratories, 
Beckman 
ments. recently announced a pe rtable 


vlass electrode pH Meter which is said 


Instru 





to combine maximum accuracy and 
versatility with full A€ yperation. 
Designated as the Beckman Model H 
Meter. the instrument can be plugged 
directly into any standard L1LO v. 50/60 


evele AC line. and can be transported 
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Emlon ranks high in 
the metal-cleaning field! 


Wyandotte Emlon is a new detergent of the solvent 
emulsion type. This versatile product is especially made 
to meet all requirements for such a cleaner—as deter- 


mined by the experience of W yandotte Service Engineers. 





Unretouched photograph showing the comparative stability of 
Emlon (1,2 and 3) and a leading competitive product (4, 5 and 6) 


Above you see the following 5% 
emulsions, after standing for 24 
hours: 

(1) Emlon in tap water; (2) Emlon 
with 2.5%. of sulfuric acid added; 
(3) Emlon with 2.5% of caustic soda 
added; (4) Competitive product in 
tap water; (3) Competitive product 
with 2.5°7 of sulfuric acid added; 
(6) Competitive product with 2.5% 
of caustic soda added. Note separa- 


tion, or breakdown, of 4, 5 and 6, 


This illustrates the unusual stability 
of emulsions formed with Emlon. 
This stability results in better and 
faster cleaning action, longer clean- 
ing solution life and low cleaning 
costs. 

Ask your Wyandotte Service 
Engineer about this new and dif- 
ferent product and its many ap- 
plications in the metal-cleaning 
field 


descriptive literature, 


or write directly to us for 








WYANDOTTE 
WYANDOTTE, MICHIGAN 
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from one location to anoth 
stalled permanently. 

The instrument covers the 
of 0 to 14 pH and ean also 
for making millivolt readine- 
the range 0 to = 410 millivolts. \, 
urements of pH can be mad 
accuracy of 0.03 pH unit, a: 
volt readings to 2 millivolts. 
tral position on the switch disco nects 
the indicating meter from the el: 
circuit to avoid excessive swinging f 
the meter needle during warm mT 
periods and when changing test 
ples or electrodes. 

A feature of this meter is a bhuilt-ip 
temperature compensator dial cali 
brated 0 to 100 degrees C. which car 
be set at the temperature of the test 
This automatically 
the measuring current to compensati 


sample. adjusts 
for the effect of temperature on th 
EMF of the class electrode, thus in 
suring correct pH readings without 
calculations or reference to pH-ten 
perature charts. 

The Model H_ is 
patented internally-shielded Beckmai 
Electrodes 


equipped — wit! 


Glass with integrally at 
tached shielded leads to eliminate ele: 
Each electrod 


is permanently sealed and has an in 


trostatic interference. 


mersion end made of special glass 
Various types, shapes and_ sizes o/ 
vlass electrodes are available for the 
Model H to meet 


high temperature oper 


various operating 
requirements 
ation, high pH operation in presenc’ 
of sodium ions, direct immersion 
sludges, abrasive earths, etc. 

The instrument is compact, measur 
sty,” overall, and 
It has 


power consumption of 35 watts and 


ing 12” x 914" x 


with a net weight of 14 lbs. 


supplied complete with electrode sup 
port rod, electrode holder, Glass ele: 
trode, Calomel electrode, pint o! pH 
7.00 concentrated buffer, 100 mi. sat 
urated KCl solution and 50 ml Pyrex 
beaker. 

Detailed literature on the Beckma' 
Model H pH Meter may be had > 
Beckman 
tional Technical Laboratories, Pep! 
MF, 820 Mission Street. South Pasa 


dena. Cal. 


writing Instruments, Na 


Stanton Abrasive Cement 


\ new ly pe of abrasive ceme! las 
been introduced to the metal finishing 
field by Stanton Products Co.. pt 
MF. 2055 W. Lake St., Chicago. !!! 
Said to be more efficient and flexible 
in use than other graded ceme! 


November, I 














y claims that one grade grips 


‘|| grains, from grade 60 to 320. The 
yixture is ready for use for setting up 


yolishing Wheels, belts and discs, and 
for polishing all metals. The cement is 
acked in cans of 1 quart and 1 to 5 
vallons. and in drums of 30 and 55 
vallons. Further details on request 
the manufacturer. 


Buffing Compounds 
he Hydro 


Hartford, Conn., has announced a new 


Chemical Co., East 


eries of buffing compounds called 
the Hydro-Buff “500” series designed 
io decrease bufling operational time 
n both non-ferrous 
The manufacturer claims that 


ferrous and 
netals. 
ise of these compounds cuts clean- 
ing time of pieces to 30-45 seconds. 
[he compounds are non-inflammable 
and are soluble in all proportions in 
the chlorinated hydrocarbons. |The 
these com- 


nanufacturer believes 


pounds are well suited for plants 
equipped for vapor-phase degreasing 
operations. It is claimed that the 
retention of these compounds on buff- 
ng wheels is good; they cut and color 
n the same operation, and the filn 
remaining on the piece, before clean- 
ng. will protect against oxidation and 
staining for long periods of time. 
For further information write the 
Hydro Chemical Co.. Dept. M.F. 


Bright Cadmium Plating Process 

\nnouncement is made by the Han- 
son-Van Winkle-Munning Co., Mata- 
wan, \. J.. of a new and improved 
bright cadmium plating process, the 
result of two years of laboratory in- 
vestigation and commercial testing in 
the field—the Cadux HS Process. 

lhe manufacturer claims the fol- 
lowing advantages of the new process : 

Increase in brightness of de- 
posit, 

\ higher tolerance for impuri- 
lies, 

Higher permissible current den- 
sities, 

Improved covering power and 
\ppearance on rough and imperfect 
surfaces, 
| ndet optimum conditions, the de- 
‘its are mirror-bright as they come 
m the plating solution. A_ short 
ht dip may be used in order to 


tY 


ipensate for variations of current 
listribution because of limitations in 

king or because of the intricate 
shape of the article being plated. It 
minimizes finger marking during 
mbly operation. 
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BOOSTS POLISHING PROHIS 


GRIPMASTER LENGTHENS WHEEL HEAD LIFE—It 


GRIPMASTER 


vuhwwbp = 


for plastics, too. 


& GRIPMASTER IS ODOR-FREE—At last! 


does not “glaze” on the wheel—thanks to Gripmaster’s 
secret new high-heat resisting ingredient. 
GRIPMASTER SAVES TIME—Stops for wheel changes 
are cut to a fraction—because Gripmaster locks in grains 
of emery with “‘vise-tight” control. 

SIMPLIFIES 
grade grips all grains — 300 to 20. 
needed. Gripmaster is both sizer and cement. 
GRIPMASTER DELIVERS BETTER FINISHES—Due 
to greater flexibility it assumes contour and shape of 
wheel . . . gives more and finer breaks in cracking. 
GRIPMASTER MEETS EVERY NEED—Gives astound- 


ing results on all metals—ferrous and non-ferrous. Ideal 


INVENTORIES — One 


No special sizer 


You can 


be rid of objectionable odors of old-fashioned adhesives 
. . + give your employees better working conditions. 


Experience of leading plants proves 
polishers’ 


GRIPMASTER _ boosts 


production an 
more pieces per head! 


average 


GRIPMASTER DIVISION 


NELSON CHEMICALS CORPORATION 


17% 







IN CANADA: 


Nelson Chemical 


(formerly Michigan Bleach & Chem. Co.) Co., Ltd. MF 11 
12345 Schaefer Highway, Detroit 27, Mich. Windsor, Ontario 


Please send us a generous free sample of Gripmaster. 


COMPANY 
ATTENTION 
ADDRESS 
CITY 


One of the outstanding features of 
the new process is its tolerance for 
impurities. The range of the bath is 
from 20 to 40 amp/sq. ft. with an 
optimum current density of 30 to 35 
With agi- 


densities up to 70 


amp/sq. ft. in still plating. 
tation, current 
amp/sq. ft. have been employed. 

With regard to 
work has been done on rough base 


covering power, 


metal which indicates that a lower 
grade steel may be used, and still give 
a finished product which will pass in- 
spection. 

A new Technical Instruction Manual 
has been issued in which formulae 
are given for the preparation of both 


still and barrel solutions. 
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Patch-Type Acid Resisting 
Flooring 


Dyer, Inc.. Dept. MF, East Ruther- 
ford, N. i has recently developed a 
plastic patching compound which is 
claimed to render any surface highly 
acid resistant, as well as waterproof. 
It is applied in one trowel coat only, 
1” or less in depth preferably, is 
odorless and therefore can be applied 
in a closed space. The compound is 
said to form a surface which with- 
stands trucking and ordinary trafhe, 
sets very rapidly and in a light color 
immediately 


which can be painted 


after drying. It can be used on any 


surface: wood, cement, or iron 
























SPEEDIE TRIPOLI 


—the Faster, More Economical way to Buff 
and Polish Aluminum, Brass and Bronze 


YOU can gear your plant’s pro- 
duction schedule up, through 
high-speed buffing and polishing 
of aluminum, brass and bronze, 
die-castings and stampings — if 
you use Speedie Tripoli. 
Developed to give greater heat 
resistance to the buff, Speedie 
Tripoli can be used at higher 
wheel speeds, resulting in more 
* units buffed per hour. No. 1200 
Tripoli readily emulsifies in hot 


water, and can easily be washed , 
out. Another saving — because 
no costly cleaning solutions are 
needed! 

Whatever your finishing prob- 
lem there’s a Speedie Polishing 
and Buffing Composition (Stain- 
less Steel and Chrome, Nickel 
Finish, Satin Finish, Emery Cake, 
Grease Stick, Plastic) to fill your 
exact need. Write without obli- 
gation — today! 


Polishing Room Supplies and Accessories 


THE BUCKEYE PRODUCTS CO. 


.7033 Vine Street 


Cincinnati 16, Ohio 


Cable address: Buckprod 








PERMAG 
developed at the 
uniformly effective 
where hard water 


Ferro-Lyte is one of the 


Magnuson 


abounds, 


is free rinsing and eliminates all 


current should be used 


K 
Our Servic Techniciar 


leaning problem 


MAIN OFFICE: 50 COURT ST. 





FERRO-LYTE 


Cleans Steel 
Surfaces prior 
to Electroplating 


highly efficient cleaning agents 
laboratories. 
where water conditions are favorable, as in sections 
\ solution containing PERMAG Ferro-Lyte 
alkaline 


Write or 


MAGNUSON PRODUCTS 


Mfrs. Specialized Cleaning Compounds for Industry 


In Canada: Canadian PERMAG Products Ltd., Montreal-Toronto. 


PERMAG 


Ferro-Lyte is 


film. Reverse or anodic 


y ud 
* phone 


ORPORATION 


BROOKLYN 2, N. Y. 
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Explosion-Proof pH Meio, sid 


Recently announced by 4 Mar. 
beth Corp., Dept. MF, 227 W. 17 x, = 
New York 1]. N. Y., is a: : 


pletely sealed pH meter. Li 
ated, direct reading, and co 





indicating, the instrument is designed 
in accordance with Class 1, Group D 
requirements for use in atmospheres 
containing gasoline, petroleum, ethy! 
alcohol, and acetone. The meter is als: 
provided with a connection for oper 


' 
THs! 0 


ating a recorder at a remote 


Hand Made Buffs 


Development of a hand-made bufi 
Hollyeraft Buff, has 

announced by Hollycraft Manufactur- 
ing Co., 7131 Van Nuys Blvd., Va 
Nuys. Calif. Originally intended fo 
use only in their own plant to allevi 


named the 


ate the wartime shortage of good bufls, 
the makers claim that the hand-made 
quality of their product has caught 
the attention of others in the area wh 
require quality buffs. Distributior 
these buffs is still confined to the Wes! 
Coast area, but the firm plans t 
pand its operations to cove! 

wide distribution early in 1948 


Magnetic Parts Retriever 
M. E. Baker Co., Dept. ME 
Sidney St.. Cambridge 39, Mass has 
Alnico tank 


nets for use in recovering lost 


announced two new 


plating and 
tanks. sorting steel burnishing s 
These magnets 


parts from processing 





from compound, ete. 





are available with or without 


The 1 








rubber coV ered handle. 
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capable of lifting about 40 lbs. 






and larger one about 100 Ibs. Both 
<jzes are Claimed to be inexpensive and 






i weight. 









Buffing Equipment 






\nnouncement is made by Baldor 














Electric Co., 4315 Duncan Ave., St. 
Louis 10, Mo., of a line of buffing ma- 
chit designed for heavy duty con- 
tinuous service, incorporating large, 






dust-sealed ball bearings, and dynam- 






ically balanced armature for smooth 






operation. Available in either bench 






or pedestal types. these buffers are 


swinged with ether I's ho. or 3p. THE NEW SIEFEN BUFFING NU-SPRA-GLU IS 


motors having a speed ‘of 3440 rpm., 
d wired for 3. phase eration. | 
-— ainaieeani git age ey | NO W BETTER THAN EVER ae re ae ee ee f 
nuts, and electrical switches. The 
manufacturer claims that the price of This liquid buffing compound - 


these buffers is very reasonable and 


delivery can be made promptly. . 2 DOES NOT CAUSE FIRES 


Bulletin available on request. 


Standard Permanent Magnet * DOES NOT CLOG SPRAY GUN 
er * BETTER CUT »*% BETTER COLOR 


General Electric Co., Chemical Dept. 
MF, Pittsfield, Mass. has announced 
1 line of Alnico permanent magnet 












In March, 1947 the J. J. Siefen Company introduced their 
NEW BUFFING NU-SPRA-GLU and six months ex- 
haustive tests have proven that this new compound is 
the necessity for making each new better and safer in every way. For the best possible buff- 
issembly application as particular ing job, the new compound should be used in Siefen 
made spray guns. The Siefen gun was designed spe- 
cially to spray compounds and its use in conjunction 
with NEW BUFFING NU-SPRA-GLU assures continuous 
production with fewest work stoppages. 






holding assemblies. designed to effect 
economy and efficiency by eliminating 






















The Siefen spray gun is spe- 
cially designed for use with 
the NEW Siefen Buffing 
ia Nu-Spra-Glu. 


ssn comm] AND REMEMBER 
~~ a _ NUGLU is a liquid cold glue 


for setting up polishing wheels. 







< BUFFING 
NU-SPRA-GLU 


Grace 


1.123 



















“ 
ee 
we 





~ 





ae 





1.3. Seren COMPANY Gy 















ications. The new line consists 











— in 17 sizes, ranging from 


ll of 14% to 500 Ibs. The magnets Y 
said to be specially treated to pre- J . J " S$ i & ~ c N C Oo M PA N 
both internal and external cor- 


n. Some suggested uses are for 5627 LAUDERDALE + DETROIT 9, MICH. 


Tr" 
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“/éme costing You, 





Novi 


WHY NOT DISMISS IT... ONCE AND FOR ALL? 





Busioment out of commission means not only repair expense, but lost 
production as well. Atlas pickling and plating tanks, floors, fume ducts, drains 
and other units subject to corrosion attack, take no ‘‘down time’’—and don’t cause 
production suspensions @ Atlas Construction is proof against, not merely resistant 
to acids, alkalis, solvents, water, steam and high temperatures @ No matter what 
corrosives you employ, ask for Atlas recommendations and construction. Size is 


no handicap. Atlas units range from continuous 


more in length, down to platers’ small 

Atlas materials include cements, 
plastic linings, jointing materials 
and protective coatings. Atlas Serv- 
ice is complete from design to 
installation, if desired e@ As the 
initial step to ending your corro- 
sion troubles and ‘‘down time” for 
maintenance, contact our nearest 
branch and write our head 
office here at Mertztown for Bul- 
letin TD-11. 


The 4, 


strip pickling lines 300’ and 
tanks. 





These Atlas tanks thrive on sulphuric and muriatic 
acids and have served for years without time out 
for maintenance. Other Atlas units handle nitric 
and chromic at high temperatures. Towers and 
stacks lined with Atlas VITREX (acid-proof cement) 


take temperatures to 1600° F. in their strides. 





PRODUCTS COMPANY OF PENNA. 
MERTITOWN PENNSYLVANIA 
ATLANTA 3, Go, 452 Spring St, NW. PITTSBURGH 27, Po. 4921 Plymouth Rd 
CHICAGO |, fil, 333 No. Michigan Ave. PHILADELPHIA, Po , 355 Fairview Rd 
DETROIT 2, Mich | 2970 W. Grand Bivd Springfield, P 
NEW YORK 16.N ¥ 280 Medison Ave ST. LOUIS 8, Mo, 4485 Olive St 





“DENVER 2. Colo, 1921 Bloke St 
*MONOLULU 2, Howoii, USA. P.O. Box 2930 “SAN FRANCISCO 3, Colif , 244 Ninth St. 
” OMAHA, Neb , 423 South 38th Ave 


IN CANADA. Allo: Products ore monvioctured by HL BLACHFORD, Limited, 
977 Aqueduct Street, Montreal, PQ 


THE ATLAS MINERAL PRODUCTS CO. OF TEXAS, INC. Box 252, Houston 1, Texes 
DALLAS 5, Tex . 3921 Purdue St “LOS ANGELES 12, Col, 172 $. Centro! Avel 
NEW ORLEANS 12, Lo, 208 Vincent Bidg. 


“SEATTLE 4, Wosh , 1252 First Avenve, S 


“KANSAS CITY 2, Kan, 1913 Taovromee Ave * Stock corried of these points 


86 Bloor $1 W, Toronto, Ont 








holding magnetic parts for spraying 
or plating, overhead conveyer work, 
etc. Illustrated are 2 of the designs. 
showing the diverse nature of possible 
applications. 

may be ob 


Further information 


tained by writing to the manufacturer. 


Wet-Dry Belt Surfacing Machine 
Mach. Co., Dept. MF. 


Mass.. has developed a 
horizontal type wet-dry belt surfacing 


Production 
Greenfield. 
machine that is entirely enclosed for 
production work. Available in’ two 
belt widths of 14 and 20 


it can be for either wet 


sizes for 


inches, used 
or dry operation. The total working 
area of the larger machine is 20 x 30 
A coolant pump and circula- 


inches. 
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both 
models are available with direct motor 
Vee Belt drive. 


information 


and 


included, 


tion system is 


drive ol 


Further and an_ illus- 
trated brochure may be obtained by 


writing the manufacturer. 
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Business Items 


Wise to Manage Division 











of Buckeye 
The Buckeye Products ( 
Cincinnati, O.. announces that 





Charles Wise 


Wise, secretary, has been placed 





charge of the Speedie Bufline a 
Polishing Composition Division | th 
Wise will be in charge of 


both manufacturing and sales acti 


Company. 


ties. 
Wise has 
Buckeye 


been associated with t! 


Products Company sinc 


1928. He served twenty-eight month: 
in the army, and was. stationed 
British Guiana in the — Intelligenc: 
Office. 


Musick Company Polisher 
Honored 
B.C. Wright, foreman polishe 
Vusick Plating, Inc., St. Louis. Mo 
celebrated sixty years of service will 
the 
viven in his honor and attended by his 


' 


company recently, at a banqu 
fellow employees. 
He was presented with a gold play 


asa tribute to his record of long inl 


faithful service. Now 78 years ol 
Mr. W right looks forward to man) 
more years at Musick. 

An almost incredible fact is 
Wright’s record of just eighteen \ 


ing days missed in sixty years. 
Lance H. Cooper Elected by 
International Nickel of Canad. 
Dr. John F. Thompson, exe: 
vice-president of The Internat 
Vickel Company of} Canada. Ltd 













November. |! 









| 





that Lance H. Cooper, of 
England, a member of the 
sall | The Mond Nickel Company for 
») s and one of its delegate diree- 
rs we 1945. has been elected an 
ssistunt secretary and assistant treas- 

The International Nickel Com- 


f Canada. Limited. 


helite Inereases Distribution 
\s an expanded service to overseas 
d Latin American offices of U. 8. 
anutacturers and their distributors. 
Kelit Products. Ine... has 
set up distributing points at Panama 
City. San Salvador. La Ceiba. Hon- 


recently 


luras. San Jose. Costa Rica, Curacao. 
\.W.1.. Mexico City and at Sidney. 
Melbourne. Brisbane. Neweastle. and 
\delaide. Australia. 

L. C. Sorensen. president of Kelite 
Products, Inc.. left Los Angeles for 
Europe early in October to arrange 
for distribution in South Afriea. In- 
lia, and other points as part of the 
ompany s program for world-wide 
wailability of its specialized industrial 


leaning materials. 


Cy Knecht Jr. Joins Father 

Cy Knecht. Jr. has recently joined 
his father at Daniels Plating Barrel 
& Supply Co., Newark, N. J. Mr. 
Knecht Admiral Farragut 
\cademy, Wesleyan University. and 


attended 


vas in the Navy for two vears. sta- 
tioned in the Philippine area. Upon 
his release from the Navy, Mr. Knecht 
Vetal Polishing 


wucht the Franco 


















J 


Cy Knecht 


{ 


ind manufactured bufling com- 


Is, He is now in charge of 


facturing and selling composi- 
for the Daniels Plating Berrel 
ply Co, 

niels Plating Barrel & Supply 


Company 
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ACK COATING 
LASTS 3 YEARS! 

















EEE ) 
ickel and chro- 


A 3-year bath in n | 
mium—Coating 203 sure can take it! 















plater found he 


tanks, they averaged better than 
in time 
( oating 203 


rough shop handling as well 


RACK COATINGS—Products of 


Unichrome Coating 203 serves 
record number of cycles 


RACKS are kept busv in this plant. Yet this 


forget 


could practically 


rack maintenance once his racks were pro 
tected with Coating 203. He reports that in 


constant service in nickel and chromium 


000 hours! 


That's trouble-free service fo vou! (nd 


consider the savings In recoating costs——and 


that you can gain with Unichrome 


\ tough, air-drying coating, if 


takes not only severe plating baths. but 


Write your 


nearest United Chromium oflice for price- 


and details 














UNITED CHROMIUM, INCORPORATED «¢ $51 €. 42nd St.. New York 17,N.¥ 


Detroit 7, Mich. 





have recently 








been ap- 
pointed New Jersey distributors for 


Enthone. Ine. 


Mosher Joins Quaker Chemical 


Quaker Chemical Products Corp.. 
Conshohocken. Pa., announces the ap- 
pointment of Dr. Hugh H. Mosher as 
director of research. — Dr. 
Mosher comes to Quaker after four- 
teen vears with the Onyx Oil & Chemi- 


organic 


cal Company where he was vice-presi- 
dent in charge of textile research and 
development. 
Dr. Mosher 
known in industrial chemistry. He 


is exceptionally well 
completed his undergraduate and 
graduate studies at Leland Stanford 
University after which time he served 


as assistant professor of chemistry at 
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Waterbury 90,Conn. + Chicago4, tl. + Dayton 2, Ohio 





Los Angetes 11, Cai 








the University of Nevada. He next 
became chief chemist for the U.S. 
Testing ( ompany, then research chem- 


ist for Cheney Brothers Silk Mills. 





It is perhaps in the field of textil 
finishing that Dh 
Mosher has made his greatest cor 


processing and 


tributions. He is a holder of mam 
patents and is active in many sciet 
tific organizations. among them. the 
finerican Textil 
Chemists and Colorists and the Amer 
can Chemical Society. In the year 
VATE 


prize for the most valuable contribu 


{ssociation of 


1930 he was awarded the 


tion to the chemistry of textiles. 
(Quaker Chemical Research falls int 

three distinct fields, ice.. 

Textile Processing, Research in Meta! 


Mosher’s Depart 


Researt h it 


Processing and Dr. 
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ONE SOLVENT FOR 
ALL METALS OR 
COMBINATION OF METALS 


Now all metals or combinations 





Write today for FREE book 


let on Degreasers 


and 


‘ of metals may be scientifically 
degreased with the same solvent. 
You need not pay premium prices 
for special solvents for different 
metals. The new, improved 
BLACOSOLYV is the most highly 
stabilized degreasing solvent for 
use in solvent vapor degreasers. 
It can be used over and over 

again without impairing its high 

qualities. BLACOSOLYV is non- 
inflammable... has a low boiling 
point (188 ro. Does not 
affect even the 
highly polished surfaces. 


or stain most 


ap 


plication with Blacosolv the 
all purpose 
solvent 






CHICAGO 


The work 


done by this department is being ap 


ment of Organic Research. 


plied to many fields in’ addition to 


metal and textile. 


General Bronze Moves 
to New Plant 

General Bronze Corporation, manu- 
work. 
moved to their new plant at Stewart 
Ave., Garden City, N. Y. The plant 


which acres of land 


facturers of metal have just 


covers 5 and 


266,000 square feet of manufacturing 


9006 


degreasing 


BLACOSOLV 


DEGREASERS AND SOLVENT 


NIAGARA 


METAL PARTS WASHERS 
cimiiaienanati a 


50, ILLINOIS 
TORONTO, ONT. 


and oflice space will combine all East- 
ern plants and offices. The company 
manufactures Alwintite aluminum win- 
and 


dows and 


architectural orna- 
mental aluminum, bronze. stainless 
steel and iron. 
Osborn Announces 
Personnel Changes 
The Osborn Manufacturing Com- 


manufacturer of 
the 
following changes in its brushing di- 


of Cleveland. 


brushes for 


pany » 
industry, announces 


vision sales organization: 


TAL 


VE 
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G. E. Mehleck 


G. E. 


and field engineer in its southeastern 


Vehleck. sales represt ntative 


territory, embracing Maryland, Vi: 
ginia, North Carolina and South Caro- 
lina, has been transferred to th 
pany s Chicago district office. 

Ralph H. Martin has been assigned 
to Mr. Mehleck’s former territory 

Mr. Mehleck. a graduate of Weste: 
University, 
Osborn 


Reserve has been asso¢ 


ated) with for six years and 





Ralph H. Martin 


has assisted in the development of new 
uses for brushes and brushing methods 
in the southern and southeastern 

Mr. Martin, a graduate of Car 
Institute of Technology with a B 
lor of Science in Chemical En; 
ing degree. recently served ir 
U.S. Navy as liaison officer on s} 
development projects for the bi 
Prior to that he s 
associated with the Westinghous« 


tric Co. in Pittsburgh. 


of Aeronautics. 


Vovember. 








Peers 


Serb! lll, St 








Oakite New Products Conference 


How new products and methods in 


d of industrial cleaning and 


Jlied procedure are helping to lower 
ion costs is the theme of each 


prod 
{ four regional technical-sales con- 
ferences being held throughout the 


untry from September through No- 

1947 by Oakite Products. Inc. 
was held on 
at the Pal- 
launching 


conference 
8-10, inclusive, 
Chicago, ll. 
the series of lectures and round-table 


The first 
Sept nber 

ie} House. 

hew 


liscussions on the materials 


which have emerged from the Oakite 
hemical laboratory during the past 
the Central, Chi- 


divisions of the 
in a resume of 


ear. Members of 
Detroit 
Company participated 


ago and 


ethods of applying the new chemical 
iaterials in industry. Special reports 
n food processing, metals, automotive 
ud railway transportation, milk prod- 


icts will be 


Oakite 
wineers and technical specialists par- 


featured. 


research chemists, service 


ticipated with the field service repre- 


sentatives in each of the technical- 


sales meetings. 


\ew Oakite products highlighted on 


the conference agenda include an im- 


roved-type deodorizing agent, for 


food and beverage plants; a mold and 
slime retardant for use in humidify- 
ig systems; especially designed deter- 
for hand dish- 


washing: a new balanced cleaner that 


gents automatic and 
prepares brass and copper articles for 
high-lustre bright plating; a self-emul- 


silying solvent for cleaning metal 


parts in spray washing machines. 

he second in the series of regional 
conferences was held September 15th, 
6th and 17th at the Coronado Hotel. 


‘t. Louis, Mo. This meeting included 
representatives of the Midwestern, 
Southern and Southwestern divisions 


; 


t the Oakite organization. 
New York. New 
Philadelphia divisions sponsored the 
third meeting at the Hotel Commo- 
lore in New York on October 6th and 

luded October 8th. 

ie St. Hotel, San Fran- 
scheduled to be 
he scene of the fourth conference on 
November 17th and 18th, in’ which 
ers of the North and Seuth Paci- 
visions will participate. 
kite New York, 
des more than 70 different spe- 


England and 


Francis 
California is 


Products, Inc.. 


ed materials to American and 
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Vovember, 


me Celie, 7 State 
MRROR, / 
COMMERC/ 42 


ing and Deburring Compositions have consistently 


for the past 25 vears. 


Their wide use and adaptability 


LPNESHING 


YARDSTICK 
i 


® McAleer Buffing, 
gained in popularity 


in speeding up the decorative 


F inish- 





cycle 


for products being plated is written in the improved production records 


of hundreds of manufacturers. 
The 
and know-how in the 
compositions is your 
finishing before plating, 
luster retention. It will 
positions. 


assurance 
pay 


Send for our Portfolio 
on McAleer Products— 


Vecdleers Free Con- 

sultation and Experi- 

mental Service. No 
obligation. 


M°Aleer 


MANUFACTURING CO. 


quality controls maintained by 


elimination 
vou 





McAleer. 
greater buffin 


of fish tailin 


post 


Automotive 


€ 


£ 


o 
— 


yourself on 


plus broad experience 
production of standard and _tailored-to-the-job 
efficiency, 
and 


finer 
outstanding 


McAleer Com- 


QUALITY- CONTROLLED 
House hc 
FINISHING MATERIALS 


sld-Industria 


& ROCHESTER, MICHIGAN 





Canadian industry for a wide rane 


of cleaning and related tasks. 


Pennsalt Adds to Sales Staff 
The Pennsylvania Salt Mig. Co. has 
announced that Charles R. Sle: Ir. 


Dau son 
the 
Special Chemicals Division 


of Philadelphia, and John L. 
of Cleveland. 
staff of the 


now undergoing 


have joined sales 


and are training 

Mr. 
svlvania State College 
Navy 
to joining Pennsalt. he 
tor & Schwartz 
salt. Mr. 
the W. B. 


and previously served two vears in the 


Army 


Sorber is a graduate of Penn- 
and served three 
Pa ific. 


was with Proc- 


years in the in the Prior 
Bef joini Pe 
xecfore jolIning Penn- 


Dawson was a salesman fot 


Davis Company in Cleveland 


1947 





Behr-Manning Announces 


Service Packaging Plan 


Behr- 
innounces a 
plan 
\brasives 


after January 


Said to have required two 


half vears of study 


the buying 
habits of 


Service 


Vanning 
trade-built 


effective on 


selling 


its distributors, 


consumers, the 


ing program 
Manning as ~ 
method of pac 


is 


kagin 


Corp., Troy \. 
ackaging of 


18 
ind 


and research 


repackagil 
( oated 
shipme 





{<= 


it 


t< 


handling and u 
dealers and 

new Service Packa 
dscribed by Behr 
a planned, ‘tailored 


{ oated 


in such proper quantities, weights a 


invoice value 


re 


| 


and in such re 


ad 


identified containers and wrappers 


best serve 


the 


functional needs 


al 


abrasive 


1\ 
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BUNATOL 


No. 474 RED 














The dependable, low cost STOP OFF for use in 


selective Hard Chrome plating. A free flowing, 


heavy body liquid with deep red contrasting color. 


Lays over any surface without bridging. Air dries 


quick. Economical in material and labor cost. 


One coat usually sufficient. Trims easy and holds 


the edge. When through plating remove by soak- 


ing in hot alkali solution. Price $5.00 per gallon. 


Order a sample gallon now. 


NELSON J. QUINN COMPANY 


TOLEDO 7, OHIO 


BUNATOL 





habits of our distributors. dealers and 


consumers alike.” 

Said to provide new economy and 
convenience in the buying, selling, 
handling and use of coated abrasives. 
offers five 


the plan improvements: 


decimal quantities instead of ream 


and quire counts, standard master 
packages, component resale packages 
brand identification by colored labels 
and line identification by wrapper de- 


sign. 


Electroplating Institute Formed 


(Announcement has been made of 
the formation of The Electroplating 
Institute of America, 2020 W. Liberty 
fve., Pittsburgh, Pa.. for teaching the 
art and science of electroplating and 


related subjects. 
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\ full time 9 months course will be 
viven to students who wish to seek 
employment in’ the plating field, on 
who want to establish a plating busi- 
of their 


basic 


ness The course will 


own. 


cover Chemistry, fundamentals 
of Electricity and Metallurgy, applied 
Electrochemical Theory. and Theoreti- 
cal Electroplating. Parallel to the lee- 
work 


in the school’s plating shop and chemi- 


ture courses. the students will 


cal laboratory. 


\ course of four hours a week will 
also be given for practical platers, de- 
signed to round out their knowledge 
of new solutions and trends in_ the 
industry, and to better enable them 
to evaluate new processes and equip- 


Methods of control for pH, 


throwing power, brightness, chemical 


ment. 


METAL 





FINISHING, 


composition, and testing ot 
will be thoroughly covered. 








The institute’s Advisory B 





made up of a group of pr ent 
electroplaters and finishing men |, +}, 
Pittsburgh area, including F R. 


Keller, Edwin J. Smith, Wm. len 
Edward Washburn. Richard 
Dimon, Albert Bugel, Joseph 
J. D. Patrick, Arthur F. Kaupe. G. 4. 
Jersey, W. B. Williams, and 4, k. 
Vock. The Institute is a division o| 
the Pittsburgh School of Plastics. and 
its president is Mr. Richard J. Zaiden. 
Dr. Leslie E. Lancy is serving as Tee} 
nical Director. 


1essey, 





Haydon Moves to New Plant 


The Haydon Manufacturing ( 
Inc.. a subsidiary of General Tim 
Instruments Corporation, has move 
to a new modern plant at 245 East st 
Elm Street, Torrington, Conn. Th ‘ 
company had been operating undet , 
serious handicap in having its man st 


facturing operations divided between 
three different plants and it will noy 
be able to consolidate all of its opera 
tions under one roof. The compan 


believes the more efficient operatior 


will result in greatly improved 


tomer. service. | 


Illinois Plating Co. 
Formed in Peoria 

Formation of the J/ilinois Plating 
Abington St.. Peoria 


announced by 6. 
} f. 


Company, 501 
Illinois has been 


Lyle. 


Kramer. secretary. 


Pierce president. and 

The new plant has been set up with 
equipment valued at $25,000 to be ex- 
panded to $100,000 when the pl int 1s 
completed. Industrial and domestic 
plating in gold, silver. cadmium, nickel 
other = surtace 


zine. chromium and 


treatments are being — perfor 


plant manager is Frank Neul, former] 
of Chicago. 

The new facility is said to be the 
largest industrial metal plating 10 
stallation in the state outside of Chi- 
cago. 
The Electric Products Company 
Appoints Robert J. Peck 


Vr. Gordon J. Berry, vice-pres 
of The Electric Products 
announces the appointment of R 
J. Peck as district 
company’s New York office, 126 
erty St, New York City. 


Com 


t 


manager 0 





Vovember. 





eae es 


Robert J. Peck 


Mr. Peck will handle all sales and 
negotiations in the territory 
which consists of the New England 
Eastern New York and Penn- 
slvania, New Jersey, Delaware. Mary- 


st rvie 
States. 


md and Virginia. 
{ sraduate of New York University 
1930, Mr. Peck has since then been 
wtively engaged in the selling, engi- 
electrical 
joined The Electric 
1947. 


neering and servicing of 


roducts. He 


Products Company May, 


S. Wernick Arrives in U. 8. 

S. Wernick, president of the Electro- 
leposittors. Technical Society, London, 
England. has arrived in this country 


Sat 


S. Wernick 


six weeks business trip. Mr. 
ck hopes to renew contacts with 
of his colleagues in this country 
ie may be reached through Metal 
ung, 


‘AL FINISHING, 
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LET 80 YEARS OF EXPERIENCE 
SERVE YOU! 





ITH over 80 years’ experience as manufacturers-distributors and service engineering in 

the Metal Finishing Field we feel justified in qualifying ourselves as competent to meet 
your requirements. Our complete line of products includes those manufactured by prominent, 
dependable concerns, to name a few, 


G. S. BLAKESLEE & CO. 
ENTHONE, INC. 
GENERAL ELECTRIC CO. 
ROLOCK, INC 


NEWARK BRUSH CO 
PENINSULAR CHEM. PROD. CO 
LEA MFG. CO. 

U. S. STONEWARE CO 

BIAS BUFF AND WHEEL CO 


For production plating of small parts the Daniels Type OLS Plating Barrel, which we manufacture 
exclusively, is the answer. Loading and unloading is simple, clean and quick—no hoist required 
The spacious cylinder permits maximum current distribution. 


Avail yourself of Daniels “experienced” distributing and manufacturing facilities now 


Further information upon request. 


DANIELS PLATING BARREL & SUPPLY CO. 
129 OLIVER ST. NEWARK 5, N. J. 





PEC()RA 


TR. MK. REG. 


FOR ALL 
PLATING RACK 
REQUIREMENTS 


ine nut 


PAT. PEND. 
No screws—no brazing—no soldering—no riveting. 
holds complete rack together. All contacts directly on spine of 


copper rod, 





Water Soluble Cutting and Polishing Compounds 


Also regular buffing and polishing compounds, buffs, ete. 


Please Write for More Complete Plating and Equipment Catalog 


SPECIAL CHEMICALS CORP. <tw'sonn.s"s: 


NEW YORK, N. Y¥. 
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George Wagner, Industrial Exhibits Mrs. Regina Munning ha 


Associations and Societies Committee. consented to head the commit! 


Louis Donroe. Comm. for Branch tertain the ladies. As her co 











Exhibits. she has chosen Mrs. Catherin: 
ee nares Paul A. Oldam, Program and En- — co-chairman, and Mrs. Jenny 
AMERICAN ELECTROPATERS’ | joptainment. secretary. 
SOCIETY John Gumm, Registration. During the course of the « 
Newark Branch George Reuter, Banquet. aspects of the procedures to 
Concention Canusitios William F. Bruhns, Publicity. lowed were discussed. Amor 


lhe first regular meeting of the 
Convention Committee of the Newark 
Branch for the 35th annual A.E.S. a: 
Convention which is scheduled to be 


held at the Ambassador Hotel in At- A N A 


lantic Citv, N. J., on June 28, 29. 30, 


and July 1, 1948, was called to order BRAND 


on September 9, at 8:30 P. M., by Gen- 
eral Chairman, Mr. Horace H. Smith. 


at convention headquarters, 35 Fourtk 4 ffi d » li hi g C iti 
a contention headquarters, 35 Four UiTing and Folsning LOMpositions 


Under the able leadership of Mr. 


Smith, the chairmen of the various 





« 
committees were appointed. Eighteen Cleaning Compounds 
Newark branch members were present 
at this meeting. The following mem- 
bers were chosen to head the various Personal services to each customer a specialty 
committees : 


Horace H. Smith, General Chairman. : — . : 
Saeed laiiiaes Mitt A. N. AUSTIN CO... Pequabuck,. Conn. 


Myron Diggin, Educational Chait 








man, 





FELT WHEELS 
Superior for 
POLISHING 
and 
FINISHING 


“FELT DOES IT BETTER”...FELT may be best 


for polishing and finishing your products. FEL! 







BUFFERS < 


Do the job Quicker 


EXTRA POWERFUL 

LARGE WORK CLEARANCE 
HEAVY DUTY TYPE 
DESIGNED FOR CONTINUOUS 
INDUSTRIAL SERVICE 







PEDESTAL 
TYPE 


AT RIGHT: 3 H.P. 3-phase, $9750 


3440 r.p.m., Pedestal type. 





coverre MEETS have a ¢ Leaunl sity. resilienc\ 
BALDOR BUFFERS are designed for heavy duty continuous WHEEL: have Si combination of — a in ; 
service. Large ball-bearings are dust-sealed type. Armature and adaptability that means higher raxgueee “we 
is dynamically balanced assuring smooth operation, Standard longer wheel life! In the long run you cut costs ) 
equipment includes flanges, nuts and switch. using FELT. Why not make a thorough test anc 
Pee emg | check this for yourself? Besides, felt is availab! 
sD iam “=! Be AT LEFT: 1 yi ~ 3 age 
ee RA 5] 7400 [here’s no shortage. 
¢ 3 » ne y . . I ry “ _ . “sf 1) 
ina iil al When you order FELT WHEELS specify PAK‘ 


MOUNT BRAND FELT WHEELS for top quali!) 


WRITE for Bulletin describ- ° ° 
and uniformity. 


ing complete line BALDOR 


a Ge 


NOW—Prompt Delivery | Kstablished 1824 
BALDOR ELECTRIC CO., 4315 Duncan Ave., St. Louis 10, Mo. | [AY iurureacy Massachusells 


ELECTRICAL SPECIALISTS SINCE 1920 





AE: LC NORM Re Une exec ea Cisen, Fels Renatocies , 
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ail were the educational pro- 
ra The subject matter and_ the 
‘yeakers Chosen for the various sub- 
ots will be left to the discretion of 
cational committee. The pro- 

id the entertainment were also 

ed at length. The chairman of 
lustrial exhibits committee pre- 
several interesting ideas on the 

of the main exhibits. It is 

ire of the branch to have a very 

te and interesting branch ex- 


ibit at this convention and it is hoped 


hat the various branches will be kind 
jough to give their fullest cooperation 
» put over this exhibit. 

Meeting was adjourned at 1] P. M. 


Winter Educational Session 

Ihe branch extends to readers of 
Vetal Finishing a cordial invitation to 
iittend its annual winter educational 
vession to be held on December 20, 
047, at the Robert Treat Hotel, in 
\ewark, N. J., at 2:30 P. M. 

[he educational committee is pre- 
venting the following pertinent sub- 
ects to be discussed by the well! 
jualified speakers as follows: 

|. Dr. F. A. Lowenheim, Metal & 
lhermit Corp., Rahway, N. J. Sub- 
ect: Electroplaters’ Metals of the 
rulure. 

2. Myron B. Diggin, Hanson-Van 
Winkle-Munning Co., Matawan, N. J. 
Subject: Periodic Reverse Plating. 

}. Milton Nadel, Consolidated Razor 
Blades, Jersey City, N, J. Subject: 
Surjace Finishing of Aluminum and 
Its {lloys. 

The Newark Branch will hold its 
mnual Christmas party following the 
educational session. 

Dinner will be served at 7:30 P. M.. 
followed by entertainment and music. 


Authors’ Papers for 
1918 Convention 


Five educational sessions will be 
at the American Electroplaters’ 
ty Convention, Atlantic City at 
Imbassador Hotel. June 28 to 
|, inclusive. One of the five ses- 
will be devoted to the reports 
various A. E. S. research pro- 


llowing the custom of the past 
ears, it is planned to devote one 
0 sessions to group papers, all 
rs at one of these sessions relat- 
} a general subject. Some of the 
stions under consideration are: 
Barrel plating. 

Tumble Methods for Preparing 
Work for Plating and for Finish- 


TAL FINISHING. Nove 


Look for this Trademark- 


For more than a half-century, 
skilled craftsmanship, the finest 
of seasoned materials, and 
prompt excellent service have 
characterized Williamsville buffs. 


IMMEDIATE DELIVERY 


The WILLIAMSVILLE BUFF MFG. Co. 


DANIELSON, 


ine after Plating. 
» 


3. Elec tropolishing 


\ Methods in 


commere ial use). 


In addition to papers on the spe ial 
subjects listed above, papers on mis- 
cellaneous subjects are solicited. Pro- 
spective authors are urged to submit 
papers, or signify their intentions of 
doing so at the earliest possible mo- 
ment so that the committee can plan 
the program most effectively. All 
papers must be submitted in triplicate 
not later than April Ist and abstracts 
for inclusion in the Convention Pro- 
gram announcement not later than 
March Ist. In order to plan a well- 
balanced educational program, the 
committee urges American Electro- 
platers’ Society members, branches 
and non-members to take advantage 
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CONNECTICUT 


of this opportunity to present thei 


work before the Sor iety. 


New York Branch 
The New York Branch has resumed 


their regular schedule of bi-monthly 
meetings for the fall and winter sea 
sons at their headquarters in the Ho 
tel Pennsylvania. New York City. 


Detroit Branch 

The Annual Educational Session 
and Banquet will be held on Dec. 6, 
1947. at the Hotel Statler. Detroit, 
Mich. 

The Session will start at 2 p.n ind 
will be a symposium on “Plating Plant 
Engineering.” Chairman of the sym- 
posium will be Mr. W. L. Pinner, Past 


President of the Supreme Society. 
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at ite” 
AS 
ANODES 


Here's an improved anode that will give you CONSISTENTLY GOOD 


results in top speed silver plating. 





\PW “Activated” Silver Anodes are made from high purity silver 


under a special control of processing. 
evenly. with no impeding oxide film. 


dissolve cleanly and 


\s a result of this high purity. there is a minimum of scrap, easier 
and better control of plating bath and cleaner, brighter, better plated 


produc ts. 





\lready widely used by the silver plating indus- Also 


trv. these improved anodes COST YOL 


MORE. 


We invite inquiries for any 


quantity for prompt delivery. 


THE AMERICAN PLATINUM WORKS 


231 NEW JERSEY R.R. AVE., 









FLEXO wir :" 


OSWEGO, NEW YORK 
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NO APW SILVER 


CYANIDE 
80 ounce bottles 
25 or 50 Ib. 
drums. 











NEWARK 5, N. J. 


FLEXO 


Coppprar Cire. 


Bare copper wire in coils 
or spools in all gauges for 
plating use. Prompt ship- 
ment. Catalog No. 60 on 
request 
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Speakers will include L. V, re 


neer, Utley Co.. on “Genera 


ify 
Engineering’; G. L. Nank My 
G. L. Nankervis Co., on “) 
Transmission and Piping”; / BR, 
chert, Tech. Manager, Houd a 
shey Co.. on “The Practica} if 


cance of Good Power Transn 1 
Ve. P. John, Manager Indust) Div 
{merican Blower Co.. on * tl 
tion : and G. M. Cole. Che; 
Ternstedt Div. General Moy 
“Filtration.” 

Following the Symposium t) wil 
be a Dinner Dance and Entertain ey 
Tickets for this affair are ay ailah| 
cnly from the Secretary, Mr, Ff. | 
Clifton. 


Rochester Branch 

The monthly meeting of the / 
ter Branch of the A. E. S. was held a 
the Hotel Seneca. Friday. Septem 
19, 1947, | 

The following officers were elected 

President—Robert Flint. 

Vice-President. Joseph Hul 

Secretary—James Weaver. 

Treasurer—Fred Wagner. 

Librarian—Charles Henders 

Board of Managers—Cecil Th. 
ton, Donald Blum, John Adams. Fra 
cls Fougherty, William Tucker. 

Ist Vice-President and Steward 
John McGuire. 

It was suggested that the bran 
have a steward whose duty it would b 
to introduce new members. This was 
delegated to Mr. John McGuir 
vice-president. 

Suggestions were received 
what members would desire in the wa 
of meetings this year and discuss! 
was held pertaining to a Christmas 
Party with Mr. Raymond Bergho! 


appointed chairman. 


Los Angeles Branch 

At its October 13 meeting. TI | 
Angeles Branch unanimously a 
ized its delegates and/or proxies | 
vote in favor of the proposed in 
of $2.00 per year in Supreme > 
dues. 

President Howard Woodwar 
pointed a three-man committ 
make recommendations regardii 
proposed changes in the nationa 
stitution. Named to this com 
were—Don Bedwell. chairman, / 
Lostetter, and Walter Behlendor'! 

Earl Coffin, chairman of the arrv¢ 


ments committee for the 1946 annu 


+t 


educational session, reported = 14! 
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‘ BETTER SURFACE Luster 


on plated work and small lacquered parts 












Auxiliary heat unit shown at right is optional. Recommended 
in drying small parts which by nature retain excessive water 
or where a cold water rinse is used. 


Higher quality drying ... improved surface luster 

. are sure results with a Kreider Centrifugal 
Dryer. The Kreider Dryer’s high-speed, spinning 
action assures uniform drying, giving plated 
work and small lacquered parts a better finish 
with greater rust resistance. 


This machine is efficient and economical. Its 
rugged construction, reversing drum switch and 
fast-acting foot-brake are designed for 
speedy, low-cost operation. 


safe, 


Get the record of the Kreider Dryer in use. Send 
for free bulletin showing installations and giving 
complete specifications. 


DELLINGER MANUFACTURING CO. 


727 N. Prince Street 
LANCASTER, PENNSYLVANIA 

















COMING A. E.S. EDUCATIONAL SESSIONS 
AND BANQUETS 


DETROIT, MICH. 


1947 


December 6. 


Statler Hotel, Detroit. Mich. 


EDUCATIONAL SESSION 2:00 P.M. 
DINNER DANCE 7:00 P.M. 


NEWARK, N. J. 


December 20, 1947 


Robert Treat Hotel, Newark, N. J. 


EDUCATIONAL SESSION 2:30 P.M. 
CHRISTMAS DINNER PARTY 7:30 P.M. 
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tent by the lack of volume, which does 
not warrant the use of such huge and 
efficient mass-production installations 
as they observed in operation at the 
Crane Company plant in Chicago. 
General Motors Corporation in De. 
troit, and other plants of that magni. 
tude. 





Twin City Branch 

The Twin City Branch met on Mon. 
day, October 6, 1947, for their 
monthly dinner meeting. There were 
38 members and guests present. 

Following dinner, President Leonard 
introduced the Messrs. Dan 
Karnitz and Jack Splane of Perjection 
Manufacturing Company; Ray Lulling 
of the Fixit Shop; Floyd Mickelson of 
General Plating; Paul Hesse of Union 
Brass and Metal Manufacturing Com. 
pany; Lauren Meredith of General 
Mills, Inc.; Glenn Champlain, Bob 
Peterson, Jr., of Twin City Chromium 
Plating, and G. Einberger of United 
Chromium, Inc. 


guests: 


Mr. Ray Krieger, membership chair 
man, introduced the new member of 
the Twin City Branch. She is Miss 
Frances J. Sains of Lewis Metal Plat 
Miss Sains has the 
honor of being the first woman to 
belong to our branch. 


ing Company. 


Following the business session, C. 4 
Bowman, branch librarian. introduced 
the speaker for the meeting. He was 
Mr. Joseph Mazia of American Chemi- 
cal Paint Company who gave a talk 
and demonstration on “Flectrolyty 
Polishing and Pickle Polishing.” 


NATIONAL ASSOCIATION OF 
METAL FINISHERS, INC. 


Announcement is made of t! 
tion of the new members of the board 
of Directors of the National 
tion of Metal Finishers, Ii 231 
Dime Bldg.. Detroit 26. Mic! 
directors are as follows: 

{lhert W. Olson, Industria 
Works, Inc.. 3674 4th Ave. S 


\ ash. 

F. A. Truden, Southern | 
Inc., 1000 6th Ave. So.. 
Tenn. 

John Hilfinger, Hilfing: 


1800 Westwood Ave., Toledo 

D. J. Griffin, Birminghon ting 
Works, 937 North 17th St.. ! ¢° 
ham 4, Ala. 

Chas. W. Logan, Logan Plat 
555 Main St.. No. Tonowanda y. 
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AMERICAN SOCIETY FOR 
METALS 


Dr. I. A. Pennington, chief chemist 
and metallurgist of the Carrier Corpo- 
vation. Syracuse, N. Y. was named 
winner of the Henry Marion Howe 
Vedal for 1947. The award is made 
annually to the author or authors of 
the technical paper of highest merit 
published in the annual Transactions 








of the Society. Dr. Pennington’s scien- 
tific paper, “A Mechanism of the Sur- 
lace Decarburization of Steel”, was 
published in 1946. 

The medal is awarded in memory 
of Dr. Henry Marion Howe, who was 
professor of metallurgy at Columbia 
University for 25 years. 


The medal was presented to Dr. Does a RUSTY and CORRODED FASTENER 


Pennington on Thursday, October 


23rd, at the annual banquet of the Ss p O il y our p ro d uc t qd ua | i t y ? 
















\ 
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| \merican Society for Metals which is Rust and corrosion play hob with a product’s quality when 
| held as a principal event of the Na- they’re allowed to step in and go to work on untreated fasteners. 
ional Metal Congress and Exposition. If you’re faced with this kind of a problem, then Luster-on” is 

. your answer. 
Medal to C. R. Hook Nuts, bolts, screws or wing-nuts, basket or barrel zinc- plated 











The American Society for Metals and treated with Luster-on*, are permanently brightened, made 
has announced that Charles R. Hook positively rust- and corrosion-resistant. Once Luster-on* dipped, 
has been elected to receive the Society’s there’s no danger of their spoiling the over-all beauty and utility 
Medal for the Advancement of - Re- value of your product. 
search for 1947. Mr. Hook, President Luster-on* gives fasteners of every kind a bright new lease on 
| the American Rolling Mill Com- life. Send the coupon and a sample for processing today. See the 
pany, Middletown, Ohio, was chosen results for yourself. There’s no obligation. 
is “one, who, over a period of years, A Mie CHEMICAL CORPORATION T 


20 : REG U.S PATENT OFFICE 


has consistently sponsored metallurgi- 54 Waltham Ave., Springfield, Mass. | 


Please send me full particulars about 
Luster-on* bright dip for zinc-plated 
surfaces. |am(amnot) sending sample | 
for free dip. No obligation, of course | 


al research or development and by 
his foresight and his influence in mak- . fa 
ing available financial support has 

























helped substantially to advance the CORPORATION sites ' 
irts and sciences related to metals.” Firm | 
; “ ° ‘ 52 Walthom 4e. Sorina fiatg 4 
lhe medal, first awarded in 1943 to ani mn. Reein 9 7. Mass Address _ 


Koy A. Hunt, president of the Alumi- 
um Company of America, has been 
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‘on tn succeeding years by Robert C. 
Yanley, president of the International 
\ickel Company: Gerard Swope, of 


CHROMIUM 
NICKEL 
COPPER 


Simple test sets for controlling 
these and other solutions avail- 
able. 


e General Electric Company, and in 
40. by Dr. Rufus E. Zimmerman, 
e-president. the United States Steel 
poration of Delaware. 
\ward of the medal plaque and 
ition was made at the annual ban- 
{ the American Society for 
etals held in Chicago on October 
-ord during the National Metal Con- 
ress and Exposition. 
Mr. Hook joined the American Roll- 
* Mill Company in 1902. was elected 


Write for Literature 


KOCOUR CU. 


4802 S. ST. LOUIS AVE. 


's president in 1930. He is chairman 
the board of the Armco Interna- 





ners Comporation and member of CHICAGO 32 
ar . “gin 
le board of directors of the Westing- Specify Kocour Sets from your supplier. 





house Electric Corporation, the C. C. C. 
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& St. L. Railroad and the Equitable 
Life Assurance Society of the United 
States. 

Mr. Hook served as president of the 
National Association of Manufacturers 
in 1938, and ts an honorary. vice- 
president as well as a director of that 
organization. 

Mr. Hook has received honorary de- 
grees from the Michigan School of 
Mining and Technology. Ohio State 


University. Oglethorpe University and 


Stevens Institute of Technology. He is 
a member of the Corporation of Massa- 
chusetts Insiitute ol Technology. a 
Advisory 


member of the Business 


Council of the U. S. Department of 
Commerce and also seryes as a mem- 
ber of the National Industrial Confer- 


ence Board. 

Mr. Hook has also devoted a large 
part of his life to cultural and recrea- 
tional 


activities, particularly — those 


beneficial to youth. Foy 


American 
many years he has actively partici- 
pated in the Boy Scouts of America 
Movement and is a member of the 


National Council of that organization. 


ELECTRODEPOSITORS’ 
TECHNICAL SOCIETY 
Third International Conference 

\ highly 


Conference was held by the Electro- 


successful International 
depositors Technical Society at the 
Hyde Park Hotel, London, from 17th 
to 20th September, when more than a 
dozen different countries were repre- 
sented among the delegates. 

There were all the ingredients for a 
successful conference: technical papers 
covering a very wide field, opportuni- 
ties for their discussion by leading ex- 
perts, an informative exhibition show- 
ing the latest advances, and a generous 
display of hospitality. 

The conference was opened on 17th 
Robert Pickard, 
past president of the Royal 


September by Sur 
F.R.S., 
Institute of Chemistry. 

The president of the Society, Dr. S. 
Wernick, in introducing Sir Robert to 
the crowded assembly, referred to the 
First International Conference on Elec- 
trodeposition, an event unique in world 
history, which took place in London 
in 1937, sponsored by the E. T. S. This 


idea caught the imagination of the 








ELECTROPLATING AND FINISHING 
EQUIPMENT AND SUPPLIES 


Motor Generotor Sets, Plating 
Rheostats, Tonks for all purposes, 
Plating Borrels, Agitators, and 
procticolly everything for the 
Plating Department. 


Air Compressor Units, Baking 


Ovens, Spray Booths, Fans, Trans- 
formers, Regulators, Pressure 
Tanks, ond practically everything 
for the Spray Department 


Motor Driven Buffing Lathes, 
Hoods, Blowers, Ducts, Blower Sys- 
tems, Floor Lathes, Scratch Brush 
Units afd practically everything 
for the Buffing Department. 
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J. HOLLAND & SONS, INC. 


ut 276 SOUTH NINTH STREET * BROOKLYN 11, N. Y. 
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SARC 


METAL 







Here is the trap for dripping heating mains, for 
unit heaters and on all applications where a heavy 
load requires the instant removal of all condensa 
tion practically at the same temperature as that of 
the steam. Also where process is temperature con 
trolled. Operation is continuous, rapid and com 
plete. Equipped with fully automatic air by-pass, 
actuated by a Sarco bellows. Air binding is im 


possible. 
Low pressures. ............. . Oto 15 lbs 
MADE IN Medium pressures ......... 10 to 125 ibs 
3 TYPES High pressures ................ 50 to 200 Ibs 
Write for Catalog No. 450 208 


SAVES STEAM Sarco CANADA, LTO, TORONTO 5, ONTARIO 
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{merican Electroplaters’ Soci: vho 


organized the second confer 
New York in 1939. The Co 
the E.T.S. had decided th 
would organize the Third Inter 
Conference as soon after thi 
possible, but it had to be p 
owing to difficult’ current co) 
in Great Britain. The confere: 
been fully justified despite the 
ficulties by the magnificent 1 
at home and overseas; represent 
from America, France. Hollan 
gium, Czechoslovakia, Egypt. Fir 
India, Italy, Spain, Switzerland and 
Sweden were present. Dr. Wernick 
particularly welcomed their American 
friends, Mr. Walter Pinner, past presi 
dent of the American Electroplaters 
Society; Dr. A. Brenner and Dr. Hol 
den Pray, representing the Electro 
chemical Society, then read messages 
wishing the conference success, includ 
ing that from Mr. Kenneth \. Huston 
president of the American Electro 
platers’ Society. 

Sir Robert Pickard, in opening th: 
conference, said it was refreshing t 
an older scientist to come among suc! 


scientists h 
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progressive 
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Flect depositors’ Technical Society 
was certainly progressive, for, starting 
n association with the Faraday 
y. a group of theoretical physical 
hemists, it had grown until its publi- 
ations were now of world-wide fame. 
Its first slim volume was now re- 
placed by papers, the result of exten- 
sive research, from all over the world. 
Its success was due first to the energy 
and enthusiasm of its officers and 
Council, some of whom had _ served 
throughout its whole history ; sec- 
ondly, to the real and original research 
it had so consistently fostered in pa- 
pers Which were a fusion of the scien- 
tific and practical, and thirdly, to the 
contacts which it provided between 
those interested in electrodeposition. 
Dr. Wernick then presented the 
FE. T.S. Gold Medal, awarded in De- 
cember, 1946, to Mr. Samuel Field, its 
first member, its first president, and 
virtually founder of the Society. The 
medal was awarded for signal services 
Ih the field of electrodeposition, and 
vill be awarded in the future at an- 
nual or longer intervals. 
Mr. Walter L. Pinner, in proposing 
i vote of thanks to Sir Robert Pickard 
ud to the president, said that he 
brought the heartiest wishes of the 
\merican Electroplaters’ Society. He 
had only left the Executive Board two 
months ago, and during his term of 
ofice he had constantly urged close 
association between the two societies, 
even to the point of fusion. Mr. Van 
der Graaf, in seconding the vote, said 
that he felt that the time had now come 
to form a Dutch section of the Society, 
and with the Council’s permission he 
would be prepared to organize it. 
There were four sessions of the con- 
lerence devoted respectively to: 
(1) “Electrolytic Polishing” 
2) “Electroplating in Overseas 
Countries” 
(3) “New Electrodeposition Proc- 
esses 
(1) “The Structure of Electrode- 
posits 
The session of “Electrolytic Polish- 
~“ was notable for papers by Dr. 
vet and collaborators. in’ which 
vhole field of scientific and indus- 
applications of this subject was 
reviewed. There was also a_ paper 
| gave a very detailed description 
industrial process for electro- 
‘ing and bright plating brass 
ments, in which the latter were 
echanically polished at all. 
the second session, apart from 
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99.75% PURE 


With two complete, independent plants at 
Jersey City and Baltimore, and over a hundred 
years of technical background, Mutual is the 
world’s foremost manufacturer of Chromic Acid. 


Bichromate of Soda 
Bichromate of Potash 


CENTURY. 
10) 3 
CHROMIUM 
CHEMICAL 


PROGRESS 
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MUTUAL CHEMICAL COMPANY 
OF AMERICA 


270 MIADISON AVENUE NEW YORK 16,N.Y. 


DON’T GAMBLE... 
SPECIFY HARRISON 


Buffing and Polishing 
COMPOUNDS- 
DOUBLE - HEADER AND Be S 





. é¢ TE / 
COMPOUNDS IN SIZES 


150-180-220-240- 320 oe Sure ol the right compound 


for the right material. Sure, too 





of the uniform. dependable qua 





lity built into every Harrison 
product for over 25 years 
For faster cutting, increased production. greater economy, specify 
Harrison 4-A Products. We will be glad to advise you on spec 
ial problems and furnish samples of compounds that will meet 
your needs. 


HARRISON & CO., INC. Dep 2 HAVERHILL, MASS. 
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reviews ol foreign electroplating prac- 
tices, a very interesting account was 


given of the ambitious 


propram of 
fundamental research which had been 
organized and was being implemented 
by the 


ciety 


\merican Electroplaters’ So- 


The third session included an im 
portant description of the substitution 
of nickel-coated cast iron pistons for 
bronze pistons in a gasoline pump, 
made in large quantities with economy 
in raw 


better 


material and cost. and also 
performance. An American 
paper on the deposition of alloys of 
tungsten with nickel, cobalt or iron 
showed that this may well prove to be 
an important development in the pro- 
duction of surfaces with valuable me- 
chanical 


properties which 


applied lo 


might be 
guns, jet engines and gas 
turbines. 

Allied to the Conference. an exhibi- 
tion was on view which comprehen- 
latest 
developments in electrodeposition prac- 


sively surveyed most of the 
tice. It showed beautiful and impres- 
sive examples of electrodeposition ap- 
plied to engineering as well as metal 
finishing. 

The arrangements of the conference 
had been organized in great detail by 


a number of committees, particularly 
the Reception Committee, and a full 
round of social functions, works visits. 
luncheons and a garden party were 
included. The highlight of the confer- 
ence was the Conference Banquet, at 


which speeches were made by Sir 
Ernest’ Fisk, managing director of 


Electrical Musical Instruments; Major 
L. H. Peter of the Westinghouse Brake 
Company; Mr. W. B. Phillips, presi- 
dent of the 
Commerce in London, and the presi- 
dent of the Society. 


American Chamber of 
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Buffing and Polishing Machines 


Vanott Machine Corp., 216 Colgate 
lve., Buffalo 20, N.Y. 


New bulletins just issued by the 


above firm describe their line of Buff- 
ing and Polishing machines of the 
chucking type, designed to eliminate 
the variables of hand methods of 
polishing. These machines can be used 
in conjunction with 


your present 


polishing heads, and provide as many 
as & spindles for indexing the work 


and presenting it to the polishing 





wheel. Production rates as | 
800 pes. per hour are claimed the 
maker. 

Bulletins may be obtained fro 
Vanott Machine Corp.. at the 


address. 


Plating, Polishing and Butfling 
Frederic B. Stevens. Inc.. Dept. MF, 
Larned & Third Sts., Detroit. Vis 
Vo. 30 General Catalog contains 0 


600 pages, is completely 
with 


charts. 


illustrated 
photographs, diagrams and 
A handsome reference volun, 
designed as a complete encyclopedia 
of metal finishing practice. Each piec: 
of equipment is described in detail, 
its use fully explained so that the buyer 
can readily determine which type is 
better for his work. A limited number 
of these catalogs are available and re- 
must be made on 


quests company 


letterheads. 


Electroplating Supplies 

J. Holland & 
M.F., 274 South 9th St., 
lS £ 


Polishing and Electroplating Equip 


Sons, Inc., Dept 
Brookly: 


ment and Supplies, a four page folder 
in two colors and with twenty illus 





COPPER SULPHATE 
NICKEL SULPHATE 
COPPER OXIDE 
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Ready-to-use Cold Cement for Setting-up 
Polishing Wheels — Belts — Discs 
FOR flexibility use STANTON! One grade grips al! 
grains! (from grade 60 to grade 320). For | 
polishing wheels, belts and discs, for polishing al! 


Packed in the following size units: 
1 quart; 1 and 5 gallons; 30 and 55 gallons. 


cial proposition to live wire outlets. Liberal allowanc: 
on quantity purchases. Wide margin, quick profits 
fast turnover. Request details. 

Prompt Shipment in Any Quantity 


STANTON 
CEMENT 


for 
FLEXIBILITY 





ONE grade grips 
ALL grains! 





For use on 


WANTED: Jobbers, attention! Spe 





mre ¢ y | 
Sfarilon PRODUCTS COMPANY 


2055 W. LAKE STREET 





CHICAGO 6, ILLINOIS — 
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trati¢ Each illustration bears a 
descriptive caption and number for 
dering additional data by the coupon 
mn the last page. 


Buffs and Polishing Compounds 


E. Reed Burns Mfg. Corp., 40-42 


Withers St., Brooklyn, N. Y. 
Six illustrated bulletins: Erbco Can- 
vas Polishing Wheels, Aluminite Paste, 


Emerite, Steelshine, Tripolex, and 
Burnsrouges. Brief, concise informa- 
tion is given on use of the compounds, 
physical properties and grades. Sam- 


ples of Tripolex will be sent on re- 


quest 


Processing Carriers 
Rolock Inc., Dept. M.F., 
Highway, Fairfield, Conn. 


Br-7, 


than 


Kings 
pictures and de- 
scribes 200 
processing carriers designed to handle 
metal parts through all finishing op- 


Catalog 


more custom-built 


erations. Carriers are sectionalized 
under brazing, enameling, quenching, 
carburizing, lacquering, dipping, pick- 
ling, electro-cleaning, degreasing, 
washing, galvanizing, blackening, plat- 
dichromating. 
tanks, 
sinks and specialties as well as a sec- 


heat 


ing, anodizing, and 


There are also retorts, muffles, 
and 


tion devoted to corrosion 


resistant wire cloth. 


Combined Buffing and 
Polishing Wheel 

Hanson-Van Winkle-Munning Co., 
Dept. M.F., Matawan, N. J. 

Bulletin SS-100 
sections, a combined buffing and _pol- 
ishing wheel, said to be the fastest and 


describes _ sisalin 


best cutting medium for preparing 
steel surfaces for nickel and chromium 


plating. 


Wheels and 


Products, another new bulletin of the 


Polishing Accessory 


company covers wheels for all metals, 
bullneck 


cemented 


made of cotton, canvas. 


leather, 


sheepskin, quilted sheepskin, felt and 


ie 
leather covered wood. 


clue are 


leather. walrus 
Abrasives and 


also described. Accessory 


products include automatic electric 
glue heaters, balancing ways, mandrels 


ind emery troughs. 


Aluminum Oxide Abrasive Grain 


nonds Abrasive Co., Dept. M.F., 
P} idelphia 37, Pa. 





BRILLIANT LUSTROUS DEPOSITS 
WITHOUT COLOR BUFFING 
... AN IDEAL BASE FOR CHROMIUM 





















NEW IMPROVED 


Lidstrebright 


Bright Nickel Process 


Produces Brilliant, Lustrous, 


Adherent 


Nickel Deposits ° 


Elminates Color Buffing — Re-Cleaning — Re-Racking * An 


Ideal Base for Chromium ® 


Excellent Throwing Power ° 


No Special Solutions or Changes in Equipment Required ° 


Easy to Control ° 
Gives uniform results and continuous opera- 
tion on all classes of work in still tanks and 
mechanical barrels. Substantially reduces plat- 
ing costs. Brilliant, lustrous, nickel deposits 
that may be chromium plated, are produced 
by merely adding NEW IMPROVED LUSTRE- 
BRIGHT to your present cold or lukewarm 
nickel solution. 
Work comes from plating tanks with bright, 
fine grained, adherent deposits. No color 
buffing or burnishing is required. Work may 


Low in Cost ® Successful °® Practical. 


be transferred direct from nickel to chromium 
bath, without intermediary buffing, re-clean- 
ing, or re-racking. Excellent for zinc die- 
castings. 

GUARANTEED NOT TO HARM PLATING 
SOLUTION. Will not cause plate to peel, 
become brittle, or produce streaky deposits 
Illustration shows unbuffed deposits produced 
before and after addition of NEW IMPROVED 
LUSTREBRIGHT. Write for complete in- 
formation. 


W. C. BRATE COMPANY 


ALBANY, NEW YORK 


14 MARKET ST. 


Est. 1860 





FIRST! 
PAST. .PRESENT 





... AND FUTURE 


orolon, a four page bulletin de- 
S d for a notebook de- 
scribes this abrasive grain. Borolon 





reference 





THE ABBOTT BALL COMPANY @® HARTFORD 10, CONN. 





fused crystalline aluminum oxide 































and 5% oxides of titanium, silica and 


~ Air Operated Controllers 
iron. 





Paint Stripper Controllers, 


* Non Inflammable. 
* Used Cold. 


* Works Rapidly on All Types 
of Finishes. 


functions in industry. 





abrasive produced in the arc type elec- includes a description of the chemical — 
tric furnace from a mixture of cal- properties of the abrasive, a table of News from California 
cined or dehydrated Bauxite, ground — grain size suggestions, and an_ ex- 

etroleum coke and iron borings 01 anati : : ; 

| an ; planation of the four types of Borolon By Fred A. Herr 

fillings. Its chemical composition is manufactured. 

approximately 95% aluminum oxide 


The bulletin is well presented and The Brown Instrument Co.., Dept. 
V.F., a division of Minneapolis- 
Honeywell Regulator Co., Wayne and 


UNISOL Roberts Aves., Philadelphia 44, Pa, pening of the Los Angeles, Calif, 


Catalog No. 8905, Air Operated 


A New Development For Industrial trated with photographs, schematic 
es drawings and diagrams. Control in- 
Paint Stripping struments for temperature, pressure, 


flow. liquid level and humidity are 
completely described, both in con- 
struction and principles of operation. 
Control accessories are also listed and 


explained. 

* Non Injurious to Hands. 

* Unisol Liquid—For Dipping, ; ; 
Dries Rapidly with no After Industrial Rubber Footwear 
Film to Interfere with Re- B. F. Goodrich Co.. Dept. M.F., 
painting. {kron, Ohio. 

Samples and further information Industrial Rubber Footwear. Cata- 

supplied on request. log section No, 12040, four pages in 


CHEMCO PRODUCTS COMPANY, Inc. two colors, describes construction of 
1059 East 76th Street boots, rubbers, gaiters, work shoes 
Chicago 19, Illinois and pacs and outlines their particular 














MacDermid Opens 
West Coast Branch 
MacDermid Incorporated of W ater- 


bury, Conn., recently announced the 


office and warehouse. Mr. G. Stuart 
P a ‘ 
Krentel, former Chicago manager, has 


a 40-page catalog illus- 





G. Stuart Krentel 


















ANODIZING, COLORING 
ALUMINUM 


We specialize in the con- 


BUFFS, CLEANERS 


BUFFING COMPOSITIONS 
NICKEL ANODES 


CHEMICALS AND GENERAL tract finishing of aluminum 

SUPPLIES and its alloys. For prices 

and full information write 

JACOB HAY COMPANY or telephone Waterbury 
4014 W. Parker Avenue 3.7744. 


Chieago, III. 








Albany 274 LIGHT METALS COLORING CO. 
225 S. Leonard St., Waterbury, Conn. 





If you have a Dust Problem then 
change to 


ap Kp-ap 


TRADE MARK RES UB PAY OFF 
DUSTLESS HARDWOOD SAW- 
DUST @® DRYING @© TUMBLING 

CLEANING 
always uniform — Used by Leading Plating 


Plants manufacturing metal specialties, P/as- 
tics, Jewelry and allied Industries. 


NATIONAL SAWDUST CO., INC 
76 N. 6th St., Brooklyn 11, N. Y. 


Free samples and quotations on request 






















it's the FINISH That COUNTS 


UNILAB GREASELESS COMPOUND 
UNILAB NUGLO LIME 

UNILAB WATER SOLUBLE TRIPOLI 
UNILAB WATER SOLUBLE ROUGE 


Our products will give you better finishes faster at lower unit costs 


UNITED LABORATORIES CO. 


Send for Literature and Jobbers Inquiries 
Samples at No Charge Solicited 














Why Platers Prefer 


® Are you satisfied with the “Sales Appeal” of 
your product? 
® For better finishes use better compounds. 


Cadmium Brightener 


Brighter, More Uniform Deposits 
Lower Consumption—Lower Costs 
Exceptionally High Throwing Power 
Wide, Uniform Plating Range 


wv NEW JERSEY A 2-lb. sample will be mailed upon request. 


ee NLA”) R. A. HOFFMAN CHEMICAL CO. 


1734 GLENRIDGE RD. 
EUCLID 17, OHIO 
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inted West Coast Manager 


peen a ; 
1) S. Los Angeles Street, Los 
+ 101 . i 5 


15. Calif. A complete stock 
f Ma ermid cleaning compounds 
nd MacDermid Bright Copper sup- 
carried in warehouse stock 


Angel : 


nlies al 
plies é , 
» Los Angeles for the convenience of 
West Coast clients. Mr. Krentel  re- 
eived the degree of Master of Science 
fom Michigan State College. He has 
been associated with the plating in- 
justry in production and in sales and 
ervice work since 1933. He has had 
, broad practical background in metal 
finishing problems which will enable 
him to be of assistance to metal finish- 
ing firms in this new territory. 


{ recent report prepared by EF. D. 
{rthur. domestic trade commissioner, 
Los Angeles Chamber of Commerce, 
discloses that manufacturing plants in 
that city increased from 5,600 in 1939 
to 7.500 in mid-summer of 1947. Dur- 
ing 1945 and 1946 the total of new 
plants and those making expansions 
was reported as 3,850, with capital in- 
vestment estimated at $568,000,000. 


From a state-wide standpoint, some 
interesting figures concerning the huge 
expansion of the metal industry in 
California were recently released by 
the Research Department of the Cali- 
ornia Chamber of Commerce. This 
report submits a partial list of firms, 
relative investment and the products 
of the larger new factories engaged in 
some form of the metal industry. In- 
cluded are the following products that 
require metal deposition polishing or 
other forms of finishing: Metal furni- 
ture, chemicals and allied products, 
iron and steel, and allied products, 
non-ferrous metal products, electrical 
machinery, machinery other than elec- 
trical, automobiles and automobile 
equipment, transportation equipment 
other than automobiles and_ trucks. 
The list cities 118 plants, mostly in 
the Los Angeles and San Francisco 
areas, newly erected with a capital in- 
vestment of $92.924.625. 


Frank Rushton, who until he was 
overtaken by illness this past summer, 
served as West Coast manager for 
LaSaleo, Ine., of St. Louis, is reported 
to be in an improved condition at the 
Veterans’ Hospital in Sawtelle, Calif. 
LaSalco’s West Coast trade now is 
served by Harold A. Shepard, who 
makes his headquarters at 750 Lamar 


Road. La Habra. Calif. 


ong new plants and expansions 


METAL FINISHING. 











REBUILT ELECTROPLATING AND POLISHING EQUIPMENT 


ATTRACTIVE PRICES 


BALL BURNISHING BARRELS: 
1—DbI. No. 2 Baird Horizontal, Belt drive, new linings. 
1—Single No. 2 Baird Horizontal, Belt drive, new linings. 
1—Single No. 1 Crown Horizontal, Belt drive, new linings. 
1—24x8 Single Abbott Horizontal, Belt drive, new linings. 
1—24x8 Single Globe Horizontal, motorized: 220/3/60: lined. 
1—24x8 Dbl. Abbott Horizontal, Belt drive, new linings. 
1—30x8 Single Abbott Horizontal, Belt drive, new linings. 
TUMBLING BARRELS: 
1—DbI. No. 2 Baird Oblique Tilting, Belt driven. 
2—Single No. 1 Baird Oblique Tilting, Belt driven. 
2—Single No. 2 Baird Oblique Tilting, Belt driven. 


BUFFERS: 


Large selection pedestal type, motor-in-base, and motor-in-head. 


BLOWERS AND VENTILATORS: 
For Plating and Polishing Rooms. All sizes in stock. 


NEW ALNICO TANK MAGNETS—PRICE $3.50 
IMMEDIATE DELIVERY 


M. E. BAKER COMPANY 


143 Sidney Street 


Cambridge 39, Massachusetts 


















































“Strips 
copper 
from 
sine 
die 


castings.” 





Strips Evenly 
No Possibility of Etch 


, 


No Hydrogen Embrittlement 





DIRECTIONS: 
Immerse work in 66% solution 
160° -180° F. Rinse. 
by dip in cyanide. 
undesirable, write 
sulphide diluent). 


Followed 


(if cyanide 
for special 





Sulphur Products Co., Inc. 


Greensburg 7, Pa. 























PLATING RACKS 


by JOSEPH NOVITSKY 


@ We specialize in plating racks of our own patent. 
@ Constructed without screws, rivets, solder, brazing, weld- 


@ We design racks to suit your individual problem. 


JOSEPH NOVITSKY 


Office: 104-17 199th St., Helis 7, L I., N. Y. 
(Phene—HOllis 5-6871) 


Factory: 147-24 Liberty Ave., Jamaica 4, L. |., N. Y. 


(Phene—REpublic 9-7223) 





November. 1947 



















Zialite 


U. S. Pat. Office 


For NICKEL PLATING 


The one bath especially designed for plat- 
ing diecastings made of WHITE METAL 
ALLOYS including ZINC, LEAD, and 


Reg. 





























ALUMINUM. 





USE 
Zialite 
ADDITION AGENTS 


for 


HARD CHROMIUM BATHS 


Finer-grained deposits. 
Increased throwing power. 
Less sensitivity to sulfate content. 


ZIALITE CORPORATION 


92 Grove Street, Worcester 5, Mass 




















































GUARANTEED 


STEEL BALLS 


Best for Burnishing . . . Perfect 
for Polishing. No culls, no cracks. 






Mixtures as Required 
THE HARTFORD STEEL BALL CO. 


HARTFORD 6, 
CONN. 


BRISTOL 
BRAD 5 esi 


CALCU ALG 


THE BRISTOL BRASS CORP. BRISTOL, CONN. + 15 PARK 
ROW, N.Y. ¢ HOSPITAL TRUST BLDG., PROVIDENCE, &. |. 





=, 


NICKELOID 









METALS 


(Pre-Plated) 


+AS 






















in the Los 
past month are: 

Minnesota Mining & Mfg. Co. 
opened a new $750,000 plant in Los 
Angeles for the manufacture of ad- 
hesives, coatings and sealers for use 
in automotive and aircraft production 
and general Pacific 


A ngeles, 


industrial use; 
Los 


{brasive Supply Co., 
plant additions, $15,000. 


E, A. Richards, president, of Rich- | 


ards Rack Co., has announced a build- 
ing enlargement program which will 
double its manufacturing area at 643 
South Santa Fe Ave., 
Calif. The company 


Los Angeles, 


specializes in 


_ building plating racks of unusual de- 


Fe WICKEL- CHROMIUM BRASS> COPPER WH 
Electre- plated 10 ALL COMMON Base METALS 


ALSO LACQUERED COLORS 
SHEETS AND COILS 


AMERICAN NICKELOID COMPANY 
Established 1895 PERU, 


sign for efficient production, combin- 
ing sturdy 
weight. 


construction and 
Organized early in 1946, the 
filling the demand in the 
Southern Calif. area for plating rack 
construction and service. 


Inc., manufacturer 
an abrasive 


firm is 


Vacu-Blast Co.. 
of the Vacu-Blaster, 
cleaning 


metal 

the 
removing the 
residue of cleaning operations, is 


device which employs 
vacuum principle for 
now 


completely settled in its new plant at 


350 Peninsula Avenue, San Mateo, 
Calif., some 15 miles south of San 
Francisco. L. H. Bishop, president, 


reports the company now has consid- 
erable more manufacturing area at its 
disposal than was available at the 


former plant in nearby Burlingame. 


Articles of incorporation 
sued in October to the 
Southern California 
tional Rectifier Corp., incorporated 
with a capitalization of $300,000 for 
dealing in 


were Is- 
following 


firms: I/nterna- 


selenium rectifiers, plates 
and photographic cells in Los Angeles 
County. Associated in the enterprise 


are George F. Folsom, A. S. Gilkberg, 


Frank Loughran, 


L&T 


all of San Francisco. 


Metal Finishing Corp., Los 
Angeles, organized and incorporated 
by Oe , McGaughey of South Pasa- 
dena and Nelson O. Taylor and A. E. 
Laster of El Monte, in the 
manufacture metals and 


to engage 
and sale of 
metal products. 


Angeles area during the 





'OXY-DY Z:-ENE 


HIGHEST STRENGTH 


OXIDIZING AGENTS 


POSSIBLE TO PRODUCE 


Sold in LUMP and LIQUID FORMS by Leading 
Plater Supply Houses 
Manufactured For 68 Years By 





KREMBS & COMPANY 


669 W.OHIO ST. CHICAGO. USA 


—- 





light | 
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R\\o S28 Bray 


cumsions EMERY 
This old time famous brand of emery is now 
in stock. Many have been waiting for it. 
Also available are POLISHING ABRASIVE 
—best for finest finishing and AM“.RICAN 
EMERY—most economical. 


HAMILTON 
EMERY & CORUNDUM COMPANY 
Chester Mass. 








GRANIUM 


A Precious metal complex salt 
for Silver & Gold Plating 
Used as an additive 
Harder Plate 
Tarnish Resistant 
Cyanide & Anodes 


Write for booklet. 


GRANIUM PRODUCTS 
2616 Downey Road 
Los Angeles 23, Calif. 


Chemical Engineers since 1905 








SOMMERS BROS. 
MFG. CO. 


MFRS. OF “BEACON” 
Plating and Polishing Supplies and Equipment 
—Complete Semi and Full Automatic Installa- 
tions—Gold, Silver and Chrome Rouge, Stainless 


Steel and Satin Finish Compounds—Buffs, 
Polishing and Felt Wheeis. 


WRITE FOR PRICES 


3439 NO. BROADWAY 
ST. LOUIS 7, MO. 














set quickly. 
ILLINOIS 





KABAL 


For plating room floors and tank lining. App!) 
cold—just trowel once. Withstands trucking— 


ACID PROOF 
PATCHING COMPOUND 


A. R. DYER, EAST RUTHERFORD, N. J 
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